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TECHNIQUES FOR ARRAYED PRINTING
OF A PERMANENT LAYER WITH
IMPROVED SPEED AND ACCURACY

CROSS-REFERENCE TO RELATED
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This application claims priority to each of U.S. Provi-
sional Application No. 62/059,121 for “Techniques For
Arrayed Printing Of A Permanent Layer With Improved

Speed And Accuracy” filed on behalf of first-named inventor
Michael Baker on Oct. 2, 2014 and U.S. Provisional Appli-

cation No. 62/021,584 for “Techniques For Arrayed Printing
Of A Permanent Layer With Improved Speed And Accu-
racy” filed on behalf of first named-inventor Michael Baker
on Jul. 7, 2014. In addition, this application also claims
priority to, and 1s a continuation i-part of each of U.S.
Utility patent application Ser. No. 14/680,960 for “Tech-
niques for Print Ink Volume Control To Deposit Fluids
Within Precise Tolerances™ filed on behalf of first named
inventor Nalid Harjee on Apr. 7, 2015, U.S. Utility appli-
cation Ser. No. 14/340,403 for ““lechniques for Print Ink
Droplet Measurement and Control to Deposit Fluids within
Precise Tolerances™ filed on behalf of first-named inventor
Nahid Harjee on Jul. 3, 2014, and U.S. Utility application
Ser. No. 14/627,186 for “Encapsulation Of Components Of
Electronic Device Using Halftoning To Control Thickness™
filed on behalf of first-named 1inventor Eliyahu Vronsky on
Feb. 20, 2013.

U.S. Utility patent application Ser. No. 14/680,960 1s a
continuation of U.S. Utility patent application Ser. No.
14/162,525 (now U.S. Pat. No. 9,010,899, 1ssued Apr. 21,
2013). In turn, U.S. Utility patent application Ser. No.
14/162,525 claims priority to Tatwan Patent Application No.
102148330 filed for “Techniques for Print Ink Volume
Control To Deposit Fluids Within Precise Tolerances™ on

behalf of first named mventor Nahid Harjee on Dec. 26,
2013, and P.C.T. Patent Application No. PCT/US2013/

077720 filed for ““Techniques for Print Ink Volume Control
To Deposit Fluids Within Precise Tolerances™ on behalf of
first named mventor Nahid Harjee on Dec. 24, 2013. P.C.T.
Patent Application No. PCT/US2013/077720 claims priority
to each of: U.S. Provisional Patent Application No. 61/746,
545 for “Smart Mixing” filed on behalf of first named
inventor Conor Francis Madigan on Dec. 27, 2012; U.S.
Provisional Patent Application No. 61/822,835 for “Systems
and Methods Providing Uniform Printing of OLED Panels™
filed on behalf of first named inventor Nahid Harjee on May
13, 2013; U.S. Provisional Patent Application No. 61/842,
351 for “Systems and Methods Providing Uniform Printing
of OLED Panels™ filed on behalf of first named inventor
Nahid Harjee on Jul. 2, 2013; U.S. Provisional Patent
Application No. 61/857,298 for “Systems and Methods
Providing Uniform Printing of OLED Panels” filed on
behalf of first named inventor Nahid Harjee on Jul. 23, 2013;
U.S. Provisional Patent Application No. 61/898,769 ifor
“Systems and Methods Providing Uniform Printing of
OLED Panels™ filed on behalf of first named inventor Nahid
Harjee on Nov. 1, 2013; and U.S. Provisional Patent Appli-
cation No. 61/920,715 for ““Techniques for Print Ink Volume
Control To Deposit Fluids Within Precise Tolerances™ filed
on behalf of first named 1mventor Nalud Harjee on Dec. 24,
2013.

U.S. Utility patent application Ser. No. 14/340,403 1n turn
1s a continuation n-part of each of PCT Patent Application
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Precise Tolerances,” filed on behalfl of first-named inventor
Nahid Harjee on Apr. 23, 2014 and U.S. Utility patent

application Ser. No. 14/162,525 for “Techniques for Print
Ink Volume Control To Deposit Fluids Within Precise Tol-
erances” filed on behall of first named inventor Nahid
Harjee on Jan. 23, 2014, and also claims benefit to each of
U.S. Provisional Patent Application No. 61/816,696 {for
“OLED Printing Systems and Methods Using Laser Light
Scattering for Measuring Ink Drop Size, Velocity and Tra-
jectory” filed on behalf of first named imventor Alexander
Sou-Kang Ko on Apr. 26, 2013, U.S. Provisional Patent
Application No. 61/866,031 for “OLED Printing Systems
and Methods Using Laser Light Scattering for Measuring
Ink Drop Size, Velocity and Trajectory” filed on behalf of
first named 1nventor Alexander Sou-Kang Ko on Aug. 14,
2013 and Taiwan Patent Application 102148330 filed for
“Techmiques for Print Ink Volume Control To Deposit Fluids
Within Precise Tolerances™ on behalf of first named inventor
Nahid Harjee on Dec. 26, 2013.

PCT Patent Application No. PCT/US2014/035193 in turn
claims priority to U.S. Provisional Patent Application No.
61/816,696 for “OLED Printing Systems and Methods
Using Laser Light Scattering for Measuring Ink Drop Size,
Velocity and Trajectory” filed on behalf of first named
inventor Alexander Sou-Kang Ko on Apr. 26, 2013, U.S.
Provisional Patent Application No. 61/866,031 for “OLED
Printing Systems and Methods Using Laser Light Scattering
for Measuring Ink Drop Size, Velocity and Trajectory™ filed
on behall of first named inventor Alexander Sou-Kang Ko
on Aug. 14, 2013, and U.S. Utility patent application Ser.
No. 14/162,525 for “Techniques for Print Ink Volume Con-
trol To Deposit Fluids Within Precise Tolerances,” filed on
behalf of first named inventor Nalid Harjee on Jan. 23,
2014.

U.S. Utility patent application Ser. No. 14/627,186 1s a
continuation of U.S. Utility application Ser. No. 14/485,005
(now U.S. Pat. No. 8,995,022, 1ssued on Mar. 31, 2015).
U.S. Utility patent application Ser. No. 14/485,005 1n turn
claims priority to U.S. Provisional Patent Application No.
61/915,149 for “Ink-Based Layer Fabrication Using Hali-
toning Variation” filed on behalf of first-named inventor
Elivahu Vronski on Dec. 12, 2013, U.S. Provisional Patent
Application No. 61/977,939 for “Ink-Based Layer Fabrica-
tion Using Halftoning To Control Thickness” filed on behalf
of first-named iventor Elivahu Vronski on Apr. 10, 2014,
U.S. Provisional Patent Application No. 62/005,044 {for
“Ink-Based Layer Fabrication Using Halftoning To Control
Thickness” filed on behalf of first-named 1nventor Eliyahu
Vronski on May 30, 2014, and U.S. Provisional Patent
Application No. 62/019,076 for “Ink-Based Layer Fabrica-
tion Using Halftoning To Control Thickness™ filed on behalf
of first-named inventor Eliyahu Vronski on Jun. 30, 2014.

Priority 1s claimed to each of the atorementioned appli-
cations and each of the alforementioned patent applications
1s hereby incorporated by reference.

BACKGROUND

Some manufacturing technologies use a printing process
to deposit a layer of material on a substrate as part of an
assembly process. For example, multiple solar panels or
organic light emitting diode (OLED) displays can be manu-
factured together on a common glass or other substrate, with
multiple panels eventually being cut from the common
substrate to create respective devices. The printing process
deposits liquid (e.g., similar to an “ink™) having a solvent
that suspends or carries a material from which a respective
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permanent layer 1s formed, e.g., by curing, drying or other-
wise “processing” the liquid to a permanent form. The liquid
1s deposited for each product in a manner that 1s carefully
controlled, so that each deposited layer aligns closely 1n
position with underlying layers and desired product position
on the substrate. Such alignment 1s particularly important
where a high degree manufacturing precision is required, as
for example, where the process 1s used to fabricate a dense
pattern ol microelectronic structures or optical structures,
with each layer of each structure having carefully-controlled
dimensions (including thickness).

Returning to the OLED display example for purposes of
illustration, each flat panel device being manufactured in
parallel on a common substrate features individual pixel
color components which are typically fabricated in fluidic
wells that hold light generating elements and electrodes.
Each deposited layer helps determine proper operation of the
individual pixels; the more accurate (and the better aligned
and controlled) each deposition process, the smaller the
pixels can be made and the more reliable the operation of
finished optical or electrical structure at its particular size
dimensions. Variations for a given panel (including thick-
ness variations) from pixel-to-pixel are undesired, as these
can produce visible defects 1n the fimshed product; for
example, a typical OLED display (for example, used as an
HDTV screen) can involve many millions of pixels in a
compact space, and 1 pixels have even slight vanations 1n
liquid deposited via the printing process, this can potentially
be seen as a brightness or color difference by the human eye.
For such manufacturing applications, precise printer control
1s therefore required, for example, at micron or finer reso-
lution, and with a maximum variation 1n aggregate per-area
fluid deposition volume of less than one-half-percent.

In addition, to produce products at an acceptable con-
sumer price point, it 1s desired to maximize manufacturing
throughput. If a given manufacturing device (e.g., including
an industrial printer) takes substantial time for each layer,
this translates to slower manufacture, and to an increased
consumer price point; such increased price point threatens
viability of the manufacturing process.

BRIEF DESCRIPTION OF THE FIGURES

FIG. 1A shows layout of a substrate that is to receive
printing of a liquid that will form permanent layers of
respective products, at locations 107; an overall print area
intended for access by nozzles of a printhead 1s represented
by dashed line box 103.

FIG. 1B shows a print area 125 similar to dashed line box
103 from FIG. 1A, but where the substrate 1s unintentionally
offset 1 position, such that without correction, printing
would occur in the wrong location, and would result in
misregistration.

FIG. 1C shows a print area 135 similar to dashed line box
103 {from FIG. 1A, but where there 1s substrate rotational
CITor.

FIG. 1D shows a print area 147 similar to dashed line box
103 from FIG. 1A, but where substrate misalignment rep-
resents a scaling error, e.g., where individual, arrayed prod-
ucts can each have dimensional error (as well as positional
error).

FIG. 1E shows a print area 155 similar to dashed line box
103 from FIG. 1A, but where substrate misalignment (e.g.,
edge distortion 1n an edge guided alignment process) results
in distortion in two mndependent dimensions.
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FIG. 1F shows a print area 163 similar to dashed line box
103 from FIG. 1A, but where different types of errors are
represented, each aflecting diflerent parts of the substrate.

FIG. 2A provides a flow chart 201 relating to alignment
of one or more print deposition areas relative to substrate
position.

FIG. 2B provides another flow chart 221 related to
alignment of one or more print deposition areas relative to
substrate position.

FIG. 2C 1s a screen shot from a recipe editor and panel
definition software, used to define layer geometries for each
product design 1n an array (1.e., the array 1s to be fabricated
using a common substrate, and layer deposition 1s to be
repeated for a series of substrates).

FIG. 3A provides a tlow chart 301 relating to one specific
method of adjusting a “template” to fine-tune printing in
dependence on detected error.

FIG. 3B provides another flow chart 351 relating to one
specific method of adjusting a “template” to fine-tune print-
ing in dependence on detected error.

FIGS. 4A-41 are used to discuss treatment of alignment
errors and, more specifically, to explain processes for assign-
ing or reassigning printhead nozzle firing decisions, to
fine-tune printing.

FIG. 4A shows a layout of a printhead 407 relative to a
region 403, where the presence or absence of “Xs” at
locations 1n a “print grid” respectively denote that a droplet
will be fired by the printhead 1n a specific area (e.g., from
nozzle 410 at position 404) or withheld at a specific area
(e.g., from nozzle 410 as 1t traverses position 405). For
example, FIG. 4A could be a section of a “bitmap™ (i.e.,
representing intended nozzle firing decisions over a part of
a substrate, as the printhead and the substrate moved relative
to each other 1 a scanning motion). Note that as used herein,
the term “bitmap” refers to per-nozzle data irrespective of
whether the data for each nozzle consists of a single bit or
multiple bits; for example, 1n one embodiment, 4 bits of data
can be used (1.e., representing sixteen possible values, one of
which represents a decision to not fire the nozzle, and others
of which represent different preprogrammed nozzle drive
wavelorms that can be ‘sent’ to the nozzle. Clearly, many
alternatives are possible.

FIG. 4B shows a layout of the original print grid 403 from
FIG. 4A, but where the substrate 1s misaligned relative to the
intended print area and where diflerent nozzles can be used
to compensate for this alignment error without adjusting
scan path(s); note that in the depicted example, the mis-
alignment may not “cleanly” align with nozzle spacing or
“pitch,” e.g., a greater or fewer number of nozzles, and a
different set of nozzles of the printhead might now overlap
desired print region 412 as the printhead and substrate are
moved relative to each other.

FIG. 4C shows a layout 421 where a print grid 1s seen to
be overlaid onto a desired print region 412 from FIG. 4B.

FIG. 4D shows a relative layout 431 of the region 403
from FIG. 4A, but where the intended print area or product
geometry 433 1s seen rotated relative to that region, due to
substrate error or other misalignment.

FIG. 4E shows a layout 441 where a print grid 1s seen to
be overlaid onto a desired print region 433.

FIG. 4F shows a layout of the original printer grid 403,
but where, relative to the specific substrate, there i1s a
detected scaling error, as reflected by desired print region
455.

FIG. 4G shows a layout 461 where a print grid 1s seen to
be overlaid onto the desired print region 455 from FIG. 4F.
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FIG. 4H shows a layout of the original print grid from
FIG. 4 A but where there 1s detected skew error 475, e.g., due
to some type ol distortion or linear advancement error
aflecting the substrate, 1t 1s actually desired to print along the
contours of a parallelogram (represented by shape 475).

FIG. 41 shows a layout 481 where the print grid 1s seen
overlaid one to a desired print region 475; with printing
corrected using the print grid of FIG. 41, and using the
techniques presented herein, printing can be precisely
aligned (1.e., represented by the shape 475).

FIG. SA shows circuitry used to assign or adjust nozzle
drive wavetorms (1.e., electronic drive signals) to/for difler-
ent nozzles of a printhead.

FIG. 5B shows per-nozzle drive circuitry that can be used
to store data for a corresponding printhead nozzle, where the
stored data enables programmable waveform definition
(and, thus, variable volume, droplet trajectory, droplet land-
ing location, velocity, or other per-nozzle droplet param-
eters ).

FIG. 5C shows an exemplary waveform, and 1s used to
help explain how that waveform can be used to vary nozzle
droplet parameters by programmable adjustment.

FIG. 5D shows another example of drive circuitry for
nozzles of a printhead.

FIG. 6A 1s an 1illustrative view showing a series of
optional tiers, products or services that can each indepen-
dently embody techniques introduced herein; for example,
the techniques presented herein can be implemented 1n the
form of software (per numeral 603), or as printer control
data (per numeral 607, to be used to control a printer to print
on a substrate), or as a product made 1n reliance on these
techniques (e.g., as exemplified by numeral 613, 615 or
617).

FIG. 6B provides a schematic view of a fabrication
apparatus that includes a printer.

FIG. 6C shows a plan view of a print area within a
fabrication apparatus; this print area can optionally be
contained within a gas enclosure, 1.e., such that printing
occurs 1n a controlled atmosphere.

FIG. 6D provides a functional block diagram of a fabri-
cation apparatus that includes a printer.

FIG. 7 provides a flow chart 701 used to describe mea-
surement of eflects of individual nozzle varnations and/or
nozzle-drive wavelorm variations, and related compensation
techniques. In one embodiment, not only 1s printing adjusted
for positional error but, 1n addition, nozzle-to-nozzle varia-
tions are taken into account in the adjustment, so as to permit
printing to occur within carefully defined tolerances.

FIG. 8A 1s an illustrative diagram that shows a droplet
measurement system capable of measuring droplet volumes
for each nozzle of a large printhead assembly. For example,
such a system can be used to measure the nozzle-to-nozzle
variations just referenced.

FIG. 8B 1s a method diagram that shows various processes
and options associated with measurement of droplet particu-
lars for each nozzle, to achieve a high-confidence under-
standing of expected droplet characteristics.

FIG. 8C shows a flow diagram associated with an embodi-
ment of droplet measurement.

FIG. 8D shows a flow diagram associated with nozzle
validation; that 1s, 1n one embodiment, measurement can be
used to qualily or disqualily nozzles (in addition to the other
purposes described herein).

FIG. 9A provides a block diagram associated with a raster
process; more specifically, FIG. 9A helps explain how the
results of droplet measurement can be integrated with
detected substrate errors (e.g., position, rotation, scaling or
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skew error) in order to provide precision printing. A shaded
area (907) represents a single scan path, while a clear area

(908) represents another.

FIG. 9B shows a tlow diagram associated with printing on
a substrate as part of a manufacturing process.

FIG. 9C shows another flow diagram associated with
printing on a substrate as part of a manufacturing process.

FIG. 10A shows a flowchart associated with printing on a
substrate as part of a manufacturing process.

FIG. 10B provides another flowchart associated with
printing on a substrate as part of a manufacturing process.

FIG. 10C provides a flowchart 1041 relating to antialias-
ing for geographies that are to receive printing, e.g., to test
whether “adjusted” printer control data still meets one or
more desired criteria (e.g., th,=volumes=th,), and to further
adjust printer control data 11 1t does not meet the one or more
desired critera.

FIG. 10D provides a flowchart 1061 relating to incorpo-
rating updated nozzle-droplet data into the rendering of
printer control data to mitigate substrate-printer variation.

FIG. 10E provides yet another flowchart 1081 relating to
incorporating updated nozzle-droplet data into the rendering
of printer control data to mitigate substrate-printer variation.

FIG. 11 A1s a block diagram showing a parallel processing,
environment.

FIG. 11B 1s a block diagram showing how rendering
and/or rasterization of a print image 1s performed 1n a
parallel processing environment.

The subject matter defined by the enumerated claims may
be better understood by referring to the following detailed
description, which should be read in conjunction with the
accompanying drawings. This description of one or more
particular embodiments, set out below to enable one to build
and use various implementations of the technology set forth
by the claims, 1s not intended to limit the enumerated claims,
but to exemplily their application. Without limiting the
foregoing, this disclosure provides several diflerent
examples of techniques used to fabricate a thin film for each
of multiple products of a substrate (or other array of prod-
ucts) as part of an integral, repeatable print process. The
various techniques can be embodied as soltware for per-
forming these techniques, in the form of a computer, printer
or other device running such software, 1n the form of control
data (e.g., a print 1image) for forming such a film layer, as a
deposition mechanism, or 1n the form of an electronic or
other device fabricated as a result of these techniques (e.g.,
having one or more layers produced according to the
described techmiques). While specific examples are pre-
sented, the principles described herein may also be applied
to other methods, devices and systems as well.

DETAILED DESCRIPTION

This disclosure provides techmniques, processes, appara-
tuses, devices and systems that can be used to more quickly
and more reliably fabricate products via a printing process,
and products made according to such a process.

An assembly line process uses a printer to print (i.e.,
deposit) droplets of liquid onto each substrate 1n a series of
substrates. The liquid 1s then cured, dried, or otherwise
processed to form a permanent layer ol material (i.e., a
permanent thin film). Each substrate 1s used to fabricate one
or more products, and the layer will typically be formed for
cach product carried by the substrate. Once printing 1is
completed, the substrate 1s advanced and a new substrate 1s
loaded, and the process 1s repeated. Processing, e.g., to cure
the liquid, 1n some embodiments can happen 1n situ or in
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another position in the assembly line, and typically the
printing and processing 1s performed within a controlled
atmosphere to mimmize particulate, oxygen or moisture
contamination. In specifically contemplated applications,
the printer 1s used to deposit a single layer of an organic light
emitting diode (“OLED”) display panel or a solar panel. For
example, 1 the fabrication of a high-definition OLED
television screen, such a process can be used to deposit one
or more light generating layers for each pixel of a display
(1.e., each discrete light generating element). Although the
described techniques can be applied to many types of
materials, and to many types of products other than flat panel
displays, the use of a printer and associated processing has
been found especially useful to deposit layers of organic
materials that cannot easily be deposited using other pro-
cesses, and many examples presented herein will therefore
focus on these materials. As with other types of products and
manufacturing processes, alignment 1 printing and layer
thickness much be achieved with a high degree of accuracy
to facilitate small, reliable electronic components (e.g.,
micron scale), with low varnation and high manufacturing,
throughput.

Because of various process corners associated with dif-
ferent substrates, the assembly line equipment, human han-
dling and a myriad of other factors, each substrate may vary
slightly 1n position, rotation, scale, skew or other dimensions
as the substrate 1s moved into and through the printer. Some
forms of error might be unique to the substrate (e.g., warping
of a substrate or edge nonlinearity), while other forms of
error might represent repeating system errors (€.g., a sub-
strate 1s 1ncorrectly edge-guided through the printer with
repeatable motion error caused by the system itsell). What-
ever the source, as the printing process 1s mtended to print
identical products on each substrate 1n the series, it 1s
generally desired to detect and mitigate positional error.

Thus, 1n one embodiment, a detection mechanism 1s used
to detect fiducials on each substrate when 1n proximity to the
printer. The fiducials are used to identily product position
notwithstanding substrate-to-substrate error or other devia-
tion from expected product position, orientation and/or
dimensions. The detected product position 1s compared to
expected position and used to i1dentify that error, so as to
(in-software) transform or adjust printer control data (i.e., to
modily either that data or how it 1s rendered to perform
printing), to precisely register the to-be-printed-layer with
any underlying product dimensions. As used herein, “posi-
tion” or “product position” should generally be understood
to include any of skew, scale, orientation, etc., even though
these things are not individually listed beyond mention of
“position.”

Note that 1n a conventional printing process, an assem-
blage comprising one or more printheads, each with nozzles,
1s transported relative to the substrate being printed upon, 1n
one or more raster sweeps. Each sweep defines an “in-scan”
dimension of the substrate and, after each sweep, the print-
head and/or the substrate are repositioned 1n a “cross-scan”
dimension of the substrate, 1n preparation for an ensuing
sweep. Hach printhead can have hundreds to thousands of
nozzles, each of which 1s to jet a droplet of liquid, where the
liquid 1s analogous to an ink and includes a material that will
be cured or otherwise processed to form the desired perma-
nent layer. For example, with one known technology, the
liquid 1s a monomer or polymer, and an ultraviolet cure
process 1s used following printing to process the deposited
liquid to form a permanent layer.
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In more detailed variations of this first embodiment, a
number of mechanisms can be used to reconcile goals of Tast
printing, accurate printing and precise layer thickness and
registration.

In a first implementation, with error i1dentified (e.g., a
lincar or nonlinear shift 1 position, rotational, skew or
scaling), new nozzle firing decisions can be generated 1n a
manner dependent on detected deviation from 1deal position
and 1 a manner that does not require shift or alteration 1n
preplanned raster sweeps between the printhead assembly
and the substrate. That 1s, since printing time (and thus
manufacturing throughput) 1s directly related to the number
ol raster sweeps required to cover all regions of the substrate
that are to receive liqud, this number of raster sweeps and
their respective positions in one embodiment are not
changed, but rather, potentially new nozzles and/or drive
parameters are individually assigned in a manner that per-
mits printing to occur to deposit the intended density and
pattern of droplets from the printhead assembly, but 1n a
manner where nozzle assignments and/or drive parameters
(e.g., drive wavelorms) are transformed or rendered relative
to the original printer control data so as to exactly register
with any underlying product layers or otherwise align
exactly with intended product geometry. Note that this
manner of processing 1s optional, 1.e., 1n another contem-
plated embodiment, raster sweeps are reassessed to poten-
tially employ different ofisets of the printhead assembly
relative to the substrate (e.g., different advancement patterns
in the cross-scan direction and/or different number of scans
Or SWeeps).

Depending on environment, simply “shifting” nozzle {ir-
ing decisions might not always produce the desired deposi-
tion parameters. For example, in one contemplated environ-
ment 1 which printing 1s used to deposit light generating
clements 1n fluidic “wells” that contain deposited liquid until
that liquid 1s cured, error might not cleanly align with nozzle
spacing or nozzle firing timing, such that a linear shift in
nozzle firing assignments might position too great or too few
a number of deposited droplets 1n a pixel well. To address
this, 1n one embodiment, an “antialiasing” process 1s used,
pursuant to which one or more processors acting under the
control of istructional logic test expected position of each
pixel well (given detected error) against expected liquid
volume and, should expected aggregate volume stray by
more than a threshold amount from an ideal value or range
ol acceptability, selectively revisit “shifted” nozzle assign-
ments and adjusts one or more of number of nozzles that wall
fire droplets mto the pixel well. This then helps ensure that
precisely the itended amount of liquid 1s deposited in
intended locations.

In another embodiment, droplets produced by each nozzle
are empirically measured in situ, and measured droplet
characteristics that vary from nozzle-to-nozzle, or that
depend on drive parameters used to eject droplets from a
nozzle, are stored and factored 1nto nozzle assignment. For
example, 1n a first vanation, individual nozzles can be
qualified/disqualified dependent on whether associated
empirically-measured droplet parameters for the nozzle (and
for applied drive parameters) meet criteria for acceptable
droplet production. Thus, 1f positional error and associated
registration imply an un-validated nozzle should not be used
for deposition, mnstructional logic can use validation data to
assign nozzles so as to 1mstead use other nozzles or different
droplet ejection parameters (e.g., a different drive wavelform
to control a selected nozzle). In a second vanation, each
given nozzle (and each one of plural, alternative drive
wavelorms that can be used to drive the given nozzle) 1s
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measured as to expected droplet volume, trajectory and/or
droplet landing position, and this data 1s then factored nto
error processing or initial nozzle assignment. To cite a
simple example, 11 two adjacent nozzles are to be relied on
to respectively deposit 9.97 and 10.03 picoliter (pLL) droplets
into a fluidic well for a total volume of 20.00 pL. of liquid,
and substrate error implies that two other nozzles will be
used to perform the deposition, (a) non-adjacent nozzles
expected to produce 9.90 and 10.10 pL. droplets can be
assigned to perform the deposition (preserving the expecta-
tion of 20.00 pL aggregate volume), and/or (b) nozzle drive
particulars (e.g., drive wavetorm) for one or more nozzles
can be adjusted to produce droplets having adjusted volume
or trajectory characteristics from pre-selected nozzles, so as
to maintain expected aggregate volume 1n the tluidic well
notwithstanding detected error. These types of processing
also are optional and are not required for all embodiments.

Note that the printer control data can take many forms
depending on embodiment. In one implementation, “recipe”
information describing desired dimensions (e.g., mncluding
thickness) for the desired layer for each product can be
stored as a cached template and then rendered 1n an adjust-
able manner that accommodates run-time error. In a second
implementation, this recipe information can be partially
pre-processed and stored 1n an object (vector) or other
representation 1n advance, also as a cached template for use
1n processing each substrate; as positional or alignment error
1s detected for each new substrate, the template 1s retrieved
and modified as appropriate 1n rendering the final printer
control data (that 1s, the nozzle firing decisions, raster
sweeps, and related timing, as appropriate). To cite another
example, 1n another implementation, recipe data 1s received
for a product (and/or array) and 1s rendered into a bitmap
representing printing decisions; the bitmap 1s essentially an
array ol nozzle firing decisions or equivalent data at each
node of a print grid that represent triggers that will cause the
nozzle to fire or not fire a droplet at a discrete position on the
substrate during a scanning motion of the printhead relative
to the substrate. This information can also include variable
per-nozzle drive wavelorm definition or selection. The bit-
map 1s cached as a template and, at run time, 1s retrieved,
modified to distort printing to match error via direct pro-
cessing on the bitmap, and 1s then used to control printing.
Naturally, other examples exist, 1.e., with each variation,
detected error 1s factored 1n some manner into the rendering
process so as to customize printing 1n view of the detected
error, so as to achieved registration of layers.

With each embodiment, to facilitate highly accurate print-
ing without increasing printing time, detected misalignment
of the substrate (or any individual product represented
thereon) 1n any given manufacturing iteration can be cor-
rected at least partially 1 software, i real time. This
correction then reduces the need for time-consuming very
high precision mechanical alignment or repositioning, as
well as the need for a very high precision alignment mecha-
nism. This lowers cost and increases manufacturing
throughput without sacrificing accuracy and reliability. In
one specifically contemplated application related to arrayed
printing of multiple large-scale OLED TV screens, a single
large substrate might include 6-8 HDTV screens (e.g.,
panels or subpanels, which will be used interchangeably); it
1s presently contemplated for a successful manufacturing
process that a layer to be printed on the substrate should take
no more than 90 seconds per substrate. In some embodi-
ments, this maximum printing time 1s expected to be 45
seconds or less. As each screen or panel involves millions of
pixels, alignment should be precise for the manufacture of
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high quality displays; 1t 1s therefore desired to print liquid
onto the substrate using a process that takes less than a few
seconds (e.g., 2 seconds) to detect and correct substrate
and/or product misalignment or other errors. The disclosed
embodiments facilitate this speed in manufacturing (and
manufacturing throughput) and help produce smaller, pre-
cision registration products.

Many manufacturing applications are relatively robust to
rough mechanical alignment of products 1n-assembly. For
the disclosed embodiments, the fine-precision alignment
performed by one or more processors (1.€., machines) acting
under the control of software (instructions or instructional
logic stored on non-transitory machine-readable media)
typically adjusts for millimeter to sub-millimeter error (e.g.,
from nanoscale to hundreds of microns, or less) 1n positional
oflset, rotational offset, skew, scaling error, or for other
distortions. Note that for some applications which feature
very dense precision structures (e.g., HDTV applications
having millions of pixels), and/or where thousands or print-
head nozzles are ivolved, error processing can require
substantial computing resources. As noted above, 1n one
embodiment, it 1s desired to perform error compensation
using hardware logic and/or software logic 1n seconds, e.g.,
2 seconds or less. To facilitate this end, certain embodiments
below present hardware designs that rely on parallel pro-
cessing (e.g., multiple processors or a multicore processing)
and techniques for process thread assignment that permait
this computation to occur quickly. For example, to fore-
shadow an embodiment that will be further discussed below,
a supervisory processor or group ol processors can detect
error and determine a formulation for rendering or trans-
forming original recipe information (or other cached, tem-
plate data). The formulation can be linear over the substrate,
or can vary locally (e.g., be non-linear or discontinuous).
The supervisory processor then assigns geographical seg-
ments and an associated afline transform to each core of a
multicore processor for processing. In one design, each core
has 1ts own dedicated memory for data processing and
mampulation; the supervisory processor identifies the geo-
graphic segment to be modified by each core and the
associated modification algorithm (e.g., afline transform),
and provides this information to the respective cores, and
multiple cores then each perform their allocated tasks to
contribute to finishing a transformed output that represents
adjusted printer control data for the substrate as a whole; this
transformed output 1s suitable for use 1n 1immediate printing.
I desired, the memory used for manipulation can also be
designed to provide direct memory access (DMA) to speed
mampulation of cached template data and its adaptation to
and use 1n printing. For embodiments which use dozens to
hundreds of cores, or more, this substantially reduces pro-
cessing time needed to re-render the desired print job. Other
designs are also possible; for example, instead of assigning
different geographies to each core, different mathematical
operations (or different, sequential processes) can be
assigned to each core. As this example should make clear,
nearly any partition of functions or processing can be
provided for to maximize efliciency or otherwise reduce
processing time. A parallel processing environment such as
just discussed should also be viewed as optional relative to
other techmques described herein.

The present disclosure provides a number of hardware
(1.e., circuit or circuitry) implementations that facilitate
highly accurate printing 1n an assembly line-style process,
and software techniques that can be used in lieu of or 1n
addition to such hardware. Generally speaking, features
discussed below can be mixed and matched (or are other-
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wise optional) and can vary according to implementation.
For example, one embodiment discussed below provides
hardware that can be used to pre-store a number (e.g., 16) of
customizable nozzle drive waveforms for each of many
nozzles (e.g., hundreds to tens of thousands of nozzles) used
by a printer. Fach wavelorm 1s selected in advance to
produce a slightly different expected droplet parameter (e.g.,
volume, trajectory, and so forth), providing a range of
possible droplets producible from that nozzle; the system
selects these wavelorms 1n advance so as to provide a range
of choices, and programs the various waveform choices 1n
advance to drive circuitry for each nozzle. Then, at run time,
the system simply selects one of the wavelorms. In one
embodiment, there are sixteen such selections (e.g., one
“zero” wavelorm, representing a non-firing decision, and
fifteen variable drive waveforms). In another embodiment, a
default wavetorm can be programmed asynchronously (i.e.,
in advance), and a binary “trigger” then applied to “launch”
whichever wavelorm has most recently been programmed as
a default. Once again, these various features are optional and
are not required for all embodiments, and various disclosed
features may be used 1n any desired combination or permu-
tation as suited to the implementation. All such combina-
tions and permutations and any such combinations and
permutations are contemplated by the teachings of this
disclosure.

Specifically contemplated implementations can include
an apparatus comprising instructions stored on non-transi-
tory machine-readable media. Such instructional logic can
be written or designed in a manner that has certain structure
(architectural features) such that, when the instructions are
ultimately executed, they cause the one or more general
purpose machines (e.g., a processor, computer or other
machine) to behave as a special purpose machine, having
structure that necessarily performs described tasks on input
operands 1n dependence on the instructions to take specific
actions or otherwise produce specific outputs. “Non-transi-
tory machine-readable media” as used herein means any
tangible (1.e., physical) storage medium, 1rrespective of how
data on that medium 1s stored, including without limitation,
random access memory, hard disk memory, optical memory,
a floppy disk or CD, server storage, volatile memory and
other tangible mechanisms where instructions may subse-
quently be retrieved by a machine. The machine-readable
media can be 1n standalone form (e.g., a program disk or
solid state device) or embodied as part of a larger mecha-
nism, for example, a laptop computer, portable device,
server, network, printer, or other set of one or more devices.
The mstructions can be implemented 1n different formats, for
example, as metadata that when called 1s eflective to invoke
a certain action, as Java code or scripting, as code written 1n
a specific programming language (e.g., as C++ code), as a
processor-specific mstruction set, or in some other form; the
instructions can also be executed by the same processor or
different processors or processor cores, depending on
embodiment. Throughout this disclosure, various processes
will be described, any of which can generally be imple-
mented as instructions stored on non-transitory machine-
readable media, and any of which can be used to fabricate
products using for example a microelectronics, micro-op-
tics, “3D printing” or other printing process. Depending on
product design, such products can be fabricated to be in
saleable form, or as a preparatory step for other printing,
curing, manufacturing or other processing steps, that will
ultimately create finished products for sale, distribution,
exportation or importation. Also depending on implementa-
tion, the structions can be executed by a single computer
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and, 1n other cases, can be stored and/or executed on a
distributed basis, e.g., using one or more servers, web
clients, or application-specific devices. Fach function men-
tioned in reference to the various FIGS. herein can be
implemented as part of a combined program or as a stand-
alone module, either stored together on a single media
expression (e.g., single floppy disk) or on multiple, separate
storage devices. The same 1s also true for the print image or
printer control data generated according to the processes
described herein, 1.e., recipe information, a template or the
result of processing such recipe information or template can
be stored on non-transitory machine-readable media for
temporary or permanent use, either on the same machine or
for use on one or more other machines; for example, printer
control data can be generated using a first machine, and then
stored for transfer to a printer or manufacturing device, e.g.,
for download via the iternet (or another network) or for
manual transport (e.g., via a transport media such as a DVD)
for use on another machine.

Also, reference has been made above to a detection
mechanism and to fiducials that are recognized on each
substrate. In many embodiments, the detection mechanism 1s
an optical detection mechanism that uses a sensor array (e.g.,
a camera) to detect recognizable shapes or patterns on a
substrate. Other embodiments are not predicated on an array,
for example, a line sensor can be used to sense fiducials as
a substrate 1s loaded into or advanced within the printer.
Note that some embodiments rely on dedicated patterns
(e.g., special alignment marks) while others rely on recog-
nizable substrate features (including geometry of any pre-
viously deposited layers), each of these being a “fiducial.” In
addition to using visible light, other embodiments can rely
on ultraviolet or other nonvisible light, magnetic, radio
frequency or other forms of detection of substrate particulars
relative to expected printing position.

Having thus introduced some basic embodiments, this
disclosure will now proceed to discuss more detailed 1mple-
mentations. FIGS. 1A-1F are used to illustrate various
principles associated with printer control data adjustment in
a repeatable manufacturing process.

FIG. 1A 1llustrates layout of a hypothetical substrate 101.
More specifically, the substrate includes a number of align-
ment marks 105, a print area 103 defined relative to the
alignment marks, and areas 107 corresponding to a number
of products that are to be formed or that already have base
layers deposited as part of the process of product formation.
For purposes of illustration, 1t may be assumed the substrate
101 will be used to form many products 107, and each
“panel” that will be cut from the substrate to form an
independent solar panel or display device, but the invention
1s not so limited. In one embodiment, each panel 107 will be
an independent OLED panel, and the substrate 101 1s a large
sheet of glass.

It 1s desired to employ a printer to jet liquid onto the array
or substrate 101 1n an integral printing process, notwith-
standing the presence of multiple products; the liquid carries
a material such that, following deposition of the liquid and
its cure or other processing, the material and/or liquid will
become a permanent part of each resultant product, and such
that the layer will have a specifically planned thickness. In
an optional embodiment, layer thickness 1s imparted using
controlled droplet deposition where the volume or density of
deposited liquid per unit area 1s used to build layer thickness.
That 1s, the liquid has limited spreading that produces
blanket liquid coverage without undesired holes or gaps, or
the liquid 1s otherwise deposited or hardened 1n a manner
that will be geometrically confined, all 1n a manner that wall




US 9,700,908 B2

13

otherwise result 1n the specifically planned thickness; this
process 1s generally referred to herein as “halftoning,” even
though deposited fluid 1s typically colorless and 1s not being
used to create any type of tone (1.e., “half,” “blended” or
otherwise). Note that 1n a typical implementation, the printer
prints the entire substrate (1.e., a layer of each product 1n the
array ), and the substrate 1s then transported from the printer
to a separate cure chamber where the liquid will be cured or
otherwise hardened, all in the presence of a controlled
atmosphere (e.g., a nitrogen or other non-ambient-air atmo-
sphere, which prevents the liqmd from being exposed to
moisture, oxygen or other forms of unwanted particulate). It
will be assumed for this example that recipe data 1s produced
in advance which calls upon the printer to deposit the desired
material at discrete locations within the confines of the
overall print area 103. Simply stated, the recipe data for each
product describes layer thickness and dimensions for that
product, and any desired particulars such as corner rounding,
or edge buildup profiles, and the recipe data for the array
describes where each product’s layer (1.¢., the product recipe
data) 1s to be positioned relative to the substrate. The recipe
data, as processed or rendered, will instruct an ink jet printer
to deposit liquid into each individual product area 107 on a
reproducible basis that will be repeated for many ensuing,
similar substrates. The recipe data (or any processed version
thereot) 1s stored or *“cached” in memory for use as a
template that will be used to cause the printer to deposit the
liquid on each substrate in the series of substrates. FIG. 1A
shows a single one of these substrates (with many products
or “panels” thereon), representing an idealized deposition
relative to the substrate.

As noted earlier, unfortunately, 1n practice each array or
substrate can have non-uniformities erther 1n its structure or
its position, rotation, scale, skew, or other alignment 1ssues
which aflect registration of the deposited layer for one or
more of the products; for many manufacturing processes,
such distortion can be tolerable, but for applications such as
microelectronics, or where very precise alignment 1s other-
wise necessary, such alignment 1ssues can limait feature size,
create product defects, or otherwise increase time and/or
cost of manufacture. It 1s desired to avoid and/or compensate
for these 1ssues and to provide for printing that 1s automatic
and 1s as fast as possible while maintaining accuracy.

To this eflect, 1n one embodiment, hardware logic and/or
instructional logic adjusts nozzle firing data i view of
detected error, in a manner that ideally does not require
adjusting planned scan paths of the printer (e.g., only the
nozzle data i1s adjusted); this 1s not required for all embodi-
ments. The fiducials (e.g., alignment marks or optically-
recognized features of the substrate) are optically-detected
as each new substrate 1s loaded, advanced or positioned 1n
the printer. Associated, imaged data i1s then used by a
processor to compare actual position of the substrate (and its
panels) to expected position; dependent on deviation, the
print 1mage 1s adjusted so that printing registers with panel-
layout information (and any previously-deposited layers).
The alignment correction performed using these techniques
1s typically micron scale or finer (e.g., correcting for posi-
tional errors that are sub-millimeter and, 1n some embodi-
ments, for positional errors of 100 microns or even substan-
tially less).

FIG. 1B shows a situation where a substrate 1s indeed
misaligned relative to the ink jet printer; in this case,
whether due to edge error, mechanical positioning error,
substrate process corners or other 1ssues, this misalignment
creates the potential for alignment errors between layers of
cach product being fabricated. Note that the depicted error
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1s exaggerated in scale for ease of illustration. More spe-
cifically, an xy Cartesian error (represented by numeral 123)
il lett uncorrected, would result 1n individual product layers
(107) being oflset relative to the i1deal print area 125 on the
substrate; this oflset could cause 1ssues relative to any
underlying (or subsequently-deposited or fabricated) prod-
uct layers. The techniques disclosed herein are used to adjust
printer control data so that the ink deposition 1s shifted in a
manner conforming to the registration error, e.g., the print
process 1s oflset (or otherwise transformed) 1n a manner
matching error in substrate and/or panel position. This
detected error 1s corrected by generating or adjusting printer
nozzle control data 1n a manner matching such error. As
noted earlier, 11 recipe data i1s preprocessed, optional tech-
niques can be used to reassign any prior nozzle firing
patterns 1n a manner dependent on the error. Note that 1n one
embodiment, this reassignment typically mnvolves more than
simply shifting all nozzle finng decisions by a vector
amount, 1.¢., to preserve precise liquid fills for the desired
area, nozzle firing decisions can be reassessed in view of
nozzle-to-nozzle variations and positional mismatch with
the deposition area of interest (e.g., a pixel well) and the
print grid, and to adjust for other factors (e.g., antialiasing,
as further discussed below). In one embodiment, this reas-
signment 1s performed by a process that operates at the
bitmap or vector representation level, effectively transform-
ing individual nozzle firing decisions dependent on print
ogrid points associated with any previously processed or
rendered data (e.g., dependent on a template bitmap), and/or
nozzle drive parameters. The use of other adjustment tech-
niques such as scan path variation (e.g., adjusting printhead
oflsets and rasterization changes) i1s also possible.

FIG. 1C represents a situation where a substrate bears
another form of error, represented by rotational angle o
(numeral 133). IT left uncorrected, this error would result 1n
individual product layers (107) being potentially misaligned
with other product layers (e.g., relative to a desired print area
135 of the substrate). Using techniques discussed herein, this
error can be corrected by detecting the misalignment and
factoring 1n rotational adjustment in the rendering of printer
data, e.g., 1n hardware, software, or a combination thereof.
Once again, 1f a template print 1mage such as a bitmap has
already been generated, this correction can optionally be
performed directly on a copy of that image, by computing
new nozzle firing assignments and/or drive parameters
directly from the preprocessed bitmap (e.g., without having
to generate a print image anew Irom recipe data). As with the
previous example, adjustment results in a per-substrate print
process where the deposited layer exactly aligns with
intended product geometry notwithstanding error; the print-
ing can be performed almost immediately.

Note that whether error 1s factored 1nto preprocessed data
(such as a template or bitmap) or applied directly to origi-
nally render printer data from recipe information 1s an
implementation decision. For an OLED device having mil-
lions of pixels (and many millions of potential droplet
deposition points per substrate), per-substrate adaptation of
a previously rendered bitmap can be computationally-pro-
hibitive, depending on supporting hardware capabilities; in
some embodiments, 1t might be faster to directly render
printer data from recipe data 1 a manner that factors
detected registration error, and in other embodiments, use of
a bitmap (or other preprocessing) might be more eflicient.
For embodiments which further use the parallel processing
teatures provided below, a greater number of processing
options are available.
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FIG. 1D represents yet another type of error that 1s
depicted to be linear across for the entire substrate or product
array, 1n this case, representing a scaling issue. It should be
assumed for purposes of this example that a substrate is
slightly larger or smaller than intended; for example, i1t could
be that due to temperature changes, the substrate has con-
tracted or expanded slightly, 1n a manner such that error 1s
at least locally uniform or linear. Thus, to provide a simpli-
fied example, 1t 1s assumed for this hypothetical that all
dimensions and positions of the template 1image should be
adjusted by k, X, k.Y, where k, and k, are scalars, and where
X and Y represent Cartesian coordinates on the substrate.
Note that a situation where scaling error 1s 1n one dimension
only (e.g., the X dimension) presents a simplified case where
k,=1). If left uncorrected, scaling error would result 1n oflset
error as well as individual product layers (107) being
slightly smaller (149) than the desired footprint (148) for
cach panel; similarly, the overall print area 1s seen to be
slightly smaller (145) than the desired print area (147) for
the substrate. To correct for this error, scaling 1s corrected
according to k, and k,. Once again, 1n one embodiment, this
can be implemented by factoring in variables k, and k, to
generate transformed printer control data (e.g., with poten-
tially different nozzle firing decisions and mappings, either
directly from recipe data or from preprocessed template
data). Antialiasing (as will be discussed below) and/or
nozzle droplet particulars can also optionally be applied/
tactored as part of this transformation to ensure local density
of deposited liquid 1n a given location or unit area (i.e.,
which will govern thickness) corresponds to the intended
layer dimensions. As with the previous examples, adjust-
ment results 1 a per-substrate print process where the
deposited layer exactly aligns with intended product geom-
etries notwithstanding substrate positional error and where
desired deposition fills, densities and volumes are correct;
note that the particular adjustment relative to FIG. 1D may
result 1n substantial changes to per-printhead-scan nozzle
assignments and, depending on embodiment, can potentially
aflect the number of scans (depending on embodiment and
the nature of the error). That 1s, in one embodiment as
referenced earlier, nozzle firing decisions are reassigned in
dependent on techniques disclosed herein (e.g., without
changing position or number of scans); 1n another embodi-
ment, scan paths can be re-optimized given per nozzle-
droplet data and error, and different scan paths and a greater
or fewer number of scans can be used. Irrespective of
embodiment, printing can be performed almost immediately
as planned, with the substrate error being corrected 1n
software, hardware or both by dynamic adjustments which
independently account for positional error for each substrate
(or a portion of a given substrate on a localized basis).

Note once again that all errors depicted 1n these FIGS. are
visually exaggerated for purposes of illustration, 1.e., 1f 1t 1s
assumed that an arrayed area (e.g., glass substrate) 1s of a
scale that 1s meters wide by meters long, rough mechanical
alignment 1s typically precise to millimeter scale or better.
Thus, 1n many embodiments, the disclosed techmques are
used to correct for relatively small misalignments (e.g.,
tens-to-hundreds of microns or even less).

FIG. 1E represents yet another type of error, €.g., where
the individual product areas or the substrate as a whole
experience skew. Here, the error 1s seen to result m Y
position error (horizontal direction relative to the drawing
page) that varies depending on X position on the substrate
(vertical direction relative to the drawing page); as an
example, this type of error might be caused by a substrate
edge error or by a transport error that uniquely affects the
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specific printer or manufacturing device. In the FIG., all
dimensions and positions are seen to be skewed by X'=X,
Y'=fn{X}, where X' and Y' are adjusted coordinates, as
represented by graphic 153. Once again, note that a skew
situation would 1n practice also result in positional offset
errors for each panel 107 which are in addition to panel skew
errors (this 1s seen 1n the FIG. as a horizontal offset in panels
in one row relative to the next row). It left uncorrected, skew
error would result 1n 1individual product layers (107) being
malformed relative to the desired footprint. To correct for
this error, the print image 1s once again adjusted/transformed
in soitware, to advance-skew panel printing so as to match
the underlying error. As with the previous examples, the
performed transformation can include more than simply
shifting nozzle firing decisions and, for example, can feature
additional processes to ensure deposition of the proper
volume of 1k 1n the proper target regions; this can option-
ally result in substantial changes to per-printhead-scan
nozzle assignments, and potentially affect the number of
scans, as previously discussed. The printing 1s once again
performed almost immediately, with the substrate error
being corrected 1n software by real time adjustment to the
template print image or in the rendering of recipe informa-
tion for the specific substrate.

FIG. 1F represents a hypothetical case where the men-
tioned errors can aflect each panel independently from one
another, and where such error can be 1n addition to, or 1n lieu
of, errors 1n substrate position. For example, F1G. 1F depicts
a case where, relative to desired printing area 163, a first
panel 107" 1s seen to be askew, whereas second, third and
fourth panels (107", 107" and 107"") are seen to each
respectively have rotational, ofiset, and scaling errors rela-
tive to other panels 107; note that because scaling error for
panel 107"" aflects only this panel, positional offset 1s
diagrammatically depicted as small-to-nonexistent. Apply-
ing teachings introduced herein, errors for each panel are
separately corrected for by adjusting the rendering that waill
be used to print the given array or substrate. In this regard,
error for any given panel or portion thereof can be complex,
with correction modeled as a superposition or combination
of transformation techniques for one or more of positional
oflset, rotation, skew and scaling error; this can be done on
an independent basis for a group of panels, a single panel, a
space spanning parts of multiple panels or a part of any
given panel. For embodiments that cache a previously-
rendered template print image, for each new substrate (e.g.,
every 45 seconds), a copy of that cached image can be
mampulated to reduce alignment, orientation or other errors,
reassigning nozzle firing decisions as necessary, without
having to mechanically reposition the specific substrate; for
cach ensuing substrate, €.g., every 45 seconds, an instance of
cached template printer control data can be once again
loaded and used to correct for error i1n positioning or
alignment specific to the new substrate, producing rendered
data that can be immediately applied to printing.

There are a number of techniques for fine-alignment of
printer control data to match substrate or panel deviation
from expected positions. First, one contemplated embodi-
ment overlays a print grid onto the actual (1.e., detected)
substrate and/or panel position; as previously noted, the
print grid can feature “horizontally-separated” nodes repre-
senting nozzle pitch on the printhead and “vertically-sepa-
rated” nodes representing digital timing at which nozzles
can be fired, e.g., “every micron” of distance as the printhead
and substrate are “scanned” relative to one another. For each
node 1n this overlaid space, the system (i.e., mstructional
logic running on one or more processors) determines
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whether a respective nozzle ought to be fired at that point to
deposit a droplet of liqud. For the overlaid space, the firing
decision at each node 1s a function of orniginal “recipe” data
for an 1deal substrate as well as deviation 1n position of that
node from an equivalent point 1n a perfectly aligned sub-
strate. In one 1mplementation where printer control data 1s
“pre-rendered” to form a bitmap (i.e., with nozzle firing
decisions already assigned 1n a manner assuming uniform
alignment), each firing decision of a print grid overlaid with
the deviated substrate or panel position can be mapped, via
a transiormation, to an equivalent point in the original
bitmap. To provide an example, 1f a given substrate was
oflset by 31.0 microns “to the right” of where 1t should be,
firing decisions for each node in the print grid could be
calculated by first identifying the same node position in the
original bitmap, then 1identitying a point 31.0 microns “to the
left” of that position and, finally, identifying the firing
particulars associated with the node nearest to that shifted
point. As will be further discussed below, 1n such an embodi-
ment, particularly where liquid 1s to be printed 1n pixel wells,
such a process might result 1n too many or two few droplets
of the liquid being deposited within well confines, and
adjustment processes such as antialiasing (discussed below)
can be employed to mitigate this possibility. In a second
implementation, each firing decision 1n the overlaid grid can
be a weighted function of firing decisions from a pre-
rendered template (e.g., a weighted average of the firing
decisions for the four closest print nodes to a point 31.0
oflset microns “to the left” in the original bitmap. Naturally,
many variations and possible adjustment mechanisms will
occur to those having ordinary skill 1n the art. Other embodi-
ments can employ imported alignment data or in situ mea-
surement of nozzle parameters, which are then factored into
the rendering of printer control data for the given substrate,
antialiasing, droplet density (halftone pattern) adjustment
and other processes, as appropriate; each of these helps
produce a more reliable deposition by using an additional
process or processes to ensure that the proper amount and/or
density of liquid i1s printed in discrete regions of the sub-
strate. In some embodiments, the number of scan paths or
printhead cross-scan oflsets can be revisited, to optimize
printing time. The various combinations of disclosed tech-
niques and their relative benefits will be apparent to those
skilled 1n the art 1n view of the discussion below.

FIG. 2A 1s used to introduce some exemplary processing
tasks. More specifically, FIG. 2A shows a flow chart 201
with certain functions delineated as performed as part of an
oflline process (i.e., above dashed line 209) or as performed
during runtime (i.e., online as part of the manufacturing
process, below dashed line 209). A computer (e.g., stand-
alone or part of a manufacturing device such as an industrial
or manufacturing printer) first receives information describ-
ing desired deposition of a layer across the substrate, per
numeral 203. As noted at the right side of FIG. 2A, a number
of variations are contemplated. For example, one embodi-
ment (204) contemplates manufacturing of many products at
once, as part of an arrayed deposition. Returning briefly to
FIG. 1A, 1t could be for a particular manufacturing process
that layers respective to each of the illustrated 15 panels are
to be exactly the same as one another in width, length and
thickness; for example, a single recipe (representing one of
these panels) could be electronically loaded and arrayed by
hardware logic or instructional logic, or both, to generate an
aggregate print 1mage with aggregate print data for the
expected printing locations for 15 individual products. This
need not be the case for all embodiments. For example, TV
screens of a first size could be presented by the first
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horizontal row of panels, and TV screens of a second size
could be presented by a second row of panels, both together
on the same substrate; each panel would have different
manufacturing particulars 1n this example. Whether or not
multiple products are represented by each substrate, the
method can include receiving imnformation such as desired
position of each layer (e.g., “top-left” comer position and
length and width dimensions, per numeral 205, and desired
layer thickness(es), per numeral 206). In one example,
“recipe editor” software can be used to define layer param-
eters for a substrate carrying one or more products, (e.g., see
the discussion of FIG. 2C, below). The computer then stores
information representing the desired layer for use as a
template 1 processing many substrates, 1.¢., each 1 a
sequence run as part of an assembly line process. The stored
information 1s optionally pre-rendered as a bitmap or other
form to represent printing of an “idealized” substrate (i.e.,
one that i1s positioned perfectly, with all products thereon
positioned perfectly), or 1s somehow otherwise associated
with a default substrate/product position.

During runtime, as each new substrate 1s loaded into the
printer or otherwise received, the substrate 1s roughly posi-
tioned using mechamical means; for example, this step can
be performed via a mechanical handler or via an edge guide
that “roughly” positions the substrate to a desired printing
position, per numeral 211. The printer then detects actual
substrate position using a precision detection system, per
numeral 213; in one embodiment, this 1s performed using a
high-precision camera that images a region of a fiducial
(known pattern 1n or on the substrate), with the camera being
precisely positioned relative to the print system, and with
position detection soitware used to perform 1mage process-
ing so as to 1dentily exact position of the fiducial, e.g., to the
nearest micron. Advantageously, the fiducial can be a two-
dimensional pattern or set of patterns, enabling a determi-
nation of rotational orientation of the substrate, and/or scale
and/or skew; the more complex the fiducial (or the greater
the number of independent features recognizable), the
greater the accuracy and/or number and/or complexity of
alignment or position 1ssues that can be corrected. To
provide an example of this, one embodiment (see FIG. 9A,
also discussed below) contemplates that every panel on a
substrate will have at least two dedicated alignment marks,
enabling per-panel error detection or error mitigation on a
panel basis; this 1s not required for all embodiments. Which-
ever the detection mechanism, the computer (and/or one of
its processors) then derives deviation between (1) detected
panel position, dimension and orientation, and (2) expected
panel position, dimension and orientation, and 1t adapts the
print job as necessary to register printing with any under-
lying layers and/or product geometry (215). Per numeral
217, the panel 1s then unloaded from the printer and 1is
optionally cured per numeral 218. As indicated by reference
numeral 219, a new substrate can then be loaded for a new
print job.

As an example representing a hypothetical print process
for OLED or solar panel manufacturing, a typical layer
thickness for a panel might be on the order of sub-micron to
hundreds of microns, depending on the particular layer that
1s to be “printed” (and then cured or otherwise processed);
array definition mformation might be received and used to
determine printing location for each panel according to a
recipe for the specific panel linked to that location. In
configuration with 15 panels per substrate, for example,
array definition information might be received to indicate
that a first panel “recipe” was to be reproduced five times in
cach of the first two rows of panels on the substrate (i.e.,
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cach at precise locations) and that a second unique panel
recipe was to be reproduced five times 1n a third row of
panels (1.e., at precise locations, assuming a second recipe
different from the first recipe). The array definition in this
example would 1dentify each panel location and the specific
recipe to be used for that location. Note that the example of
a homogeneous, continuous layer for any given product is
illustrative only; 1n some embodiments, layers may be
patterned within each product (as opposed to being a
homogenous coating, such as a thin film encapsulation for a
particular product or panel), or thickness can be varied
within a layer as defined by the particular panel recipe.
Continuing with a fifteen panel, three-row example, the third
row of products could potentially feature a diflerent layer
thickness, with denser halftoning used to “build”™ a thickness
greater than created for the first two rows of panels.

FIG. 2B provides a flowchart 221 of an exemplary print-
ing process for each substrate 1n a series of substrates. More
specifically, as each new substrate 1s received 1n the series
(223), a mechanical handler transports the substrate to a first
position (225); this positions the substrate in a manner where
an expected fiducial position falls within a field of view of
a camera. In one embodiment, per numeral 227, one or more
cameras can be used to capture fiducial position. For
example, one process discussed below 1n conjunction with
FIG. 9B uses a standard camera to first identily the coarse
position of the fiducial, and the substrate and fiducial are
then repositioned as necessary for image capture using a
second, high-resolution camera, 1.¢., to 1dentify micron-scale
position of the fiducial. FIG. 2B illustrates in dashed line
several optional processes 229 and 231, 1.e., 1n which a
substrate 1s repositioned to permit capture of multiple fidu-
cials; as noted, the more fiducials and alignment features
used, the greater the ability to detect non-linearities of the
substrate or of individual panels. In this embodiment, the
substrate 1s controlled by a precision handler to effectively
transport fiducial(s) for each panel to the camera, but in
alternate embodiments, the camera can be mounted to a
motion system and can be transported relative to a motion-
less substrate to locate fiducials, or both the substrate and the
camera can be moved, as 1n the case of split-motion axes. As
noted by text at the leit side of the FIG., another embodiment
uses a line scanner to 1mage the substrate and/or 1ts fiducials
during substrate loading or other transport; still other
embodiments feature a camera mounted to the printhead
(1.e., used for very frequent “continuous’™ error monitoring
and correction) and still another embodiment uses non-
visual detection mechanisms. Irrespective of number of
fiducials and/or detection mechanisms, once position par-
ticulars are i1dentified and any errors ascertained (233), the
stored template 1s retrieved (2335) and rendered. FIG. 2B
illustrates that the stored template can be 1n the form of a
recipe (236), a bitmap (237) or 1n some other form (238)
(e.g., object, vector or other format). Offset, misorientation
and/or other error can be ascertained on a linear basis (239),
using a least squares fit (LSF) approach (240) or using some
other type of error estimation mechamism (241). For
example, one embodiment uses two fiducials per panel; the
fiducials can be 1n the form of a complex shape (e.g., such
as the “crosses” depicted by FIG. 9A) and are used to
determine panel rotation, corner oflset and X and Y scaling
error across a given panel. Then, printer control data can be
adjusted or rendered from the template using linear or afline
transforms. For a LSF approach, non-linear error within a
panel or across a substrate can be detected and modeled by
a polynomial 1n one or more dimensions, €.g., a SUPErvisory
processor operating under the control of software fits a curve
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to detected error (e.g., using error measures relative to
multiple fiducials). Then, adjustment 1s performed according
to the polynomial equation or an afline transform to assign
printer grid firing decisions and associated nozzle param-
cters. Armed with a mechanism for mapping (242) the
template to actual substrate position, a supervisory processor
then optionally assigns processing tasks to additional pro-
cessors (e.g., cores ol a multi-core processor). In one
embodiment, a multicore processor having a dozen or more
processing cores are used to divide the rendering (or trans-
formation) task, to speed processing; in another embodi-
ment, hundreds of cores are used, further accelerating the
processing. Such parallel processing 1s optional, as implied
by the use of dashed-line functional box 243. Irrespective of
whether parallel processing 1s used, the system proceeds to
render the printer control data 1n a manner dependent on
detected substrate and/or panel position, rotation, skew and
scale, and assigns raster scans as appropriate (245). As
implied by a first optional step, seen at the right side of FIG.
2B, in one embodiment (246), up-to-date expected droplet
particulars for a given nozzle-waveform are supplied (e.g.,
mean and standard deviation of droplet volume and two-
dimensional droplet trajectory for each umque waveform
used for each unique nozzle). This information 1s used in the
rendering process in a manner calculated to produce precise
volume fills or ensure homogenous distribution of 1nk; as
will be discussed below, 1n one embodiment, this data 1s
continuously remeasured (e.g., 1n between substrate prints)
so as to develop robust measurement populations and
account for variations 1n properties of the deposited liquid
(e.g., as a function of viscosity, ambient temperature and
other factors). In one embodiment, as noted earlier, scan
paths are not adjusted 1n response to misregistration, while
only nozzle/droplet firing parameters are changed. In
another embodiment, per numeral 247, rasterization 1s reas-
sessed and 1s re-optimized; for example, as nozzle firing data
changes, 1t may be possible to perform fewer scans (or
conversely, 1t might be advisable to add scans for optimal
control over deposited droplet volumes and positions.
Numeral 247 denotes that, in one embodiment, printhead
ollsets from scan-to-scan can be reassessed as necessary. Per
numeral 248, a consistency check can also be performed on
printer control data that has already been partially adjusted
from a spatial perspective to address error; for example, 1n
one embodiment, printer control data 1s first rendered 1n
dependence on detected substrate-to-printer variation and,
subsequently, a software process 1s called to identify fluidic
wells (or other discrete regions of the substrate) and “check”™
ink densities and fills for those regions—if transformation
would result 1n too much or too little ink being deposited, the
soltware process smooths or otherwise adjusts the printer
control data to eliminate the error, thereby maintaining
aggregate 1k fills and ink density within desired norms. In
yet another embodiment, the “edges™ of a continuous layer
(e.g., an encapsulation layer) are assessed following error
adjustment 1n order to maintain a desired edge profile (249);
that 1s, due to the spreading nature of deposited fluid, 1t
might be desired to increase/decrease ink density at layer
edges to main homogenous layer thickness up to the
intended layer boundary, and edge characteristics 1n such an
embodiment can be assessed or adjusted after error process-
ing that spatially transforms printer control data to address
error. Edge processing, as referenced, represents another
type ol consistency check, and 1s discussed extensively in
the aforementioned U.S. Provisional Application No.
62/019,076, 1.e., see generally, FIGS. 7A-7TE. Note that

while this provisional application discusses use of the men-
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tioned techniques for encapsulation layers, these teachings
can be applied to enhance accuracy in any deposited layer,
patterned or otherwise. Many variations of these principles
will occur to those skilled 1n the art. Finally, when process-
ing 1s complete, the rendered printer control data including
any raster scan information 1s sent to the printer, and the
method ends, per numerals 251 and 253. As noted earlier, in
one embodiment, it 1s generally desired to perform this
processing per substrate in approximately two seconds or
less for each substrate or panel that is processed by the
system.

As noted earlier, layer information may be received,
stored and rendered 1n many forms. FIG. 2C provides an
example of a “recipe editor” that can be used to generate and
edit layer descriptions in order to define “ideal” printing.
Such data can be saved (with or without some form of
pre-processing) in order the generate template data that waill
be adjusted or transformed for each new substrate.

More specifically, FIG. 2C shows a screen shot 261 of a
soltware user interface (“UI”) that provides for panel recipe
definition or editing. Such a Ul could be used 1n a manner
integrated with a printer or manufacturing system, at an
carlier design time (e.g., as part of a computer aided design
system), or 1 some other manner. As represented by the
screen shot 261, a solftware application advantageously
simulates the layout of a substrate or print area and provides
mechanisms for editing that layout. A UI display region 263
seen at the left side of the screen shot encompasses three
different panel sizes variously embodied amongst the six
depicted panels. In this example, each of the three different
panel sizes will have a respective recipe. A second Ul
display region 265, seen at the bottom right of the screen
shot, provides a window for array definition, and permaits
identification of Cartesian position for each of the depicted
s1x panels, mncluding “Sub-panel 1,” “Sub-panel 2,” “Sub-

panel 3,” “Sub-panel 3H1V0,” “Sub-panel 3HO0V1,” and
“Sub-panel 3H1V1” as well as a link ({or each panel) to a
corresponding recipe (in this case, eflectuated by these
names, €.g., “Sub-panel 3;” the latter three panels (Sub-
panel 3H1VO0,” “Sub-panel 3HOV1,” and “Sub-panel
3H1V1”) all use the same recipe (“Subpanel 3) but feature
respective horizontal and vertical oflset relative to the sub-
strate. A topmost one of these definitions 1s seen expanded
(1.e., because 1t 1s “‘selected”). Note that the second UI
display region 265 provides for graphical selection and
removal of any given panel (right side) as well as for
expansion and manipulation of data for any desired panel
(such as for panell, as illustrated); for example, FIG. 2C
shows that the topmost panel, “Sub-panell,” 1s defined to
have a size of 825 by 500 millimeters, to have 1ts top left
corner positioned at 50 millimeters each from the left and
top edges ol the printable substrate area, and to have
selective corner rounding (1.e., via a selected “corner radius”™
value). The expected position of one or more fiducials can be
identified using a third Ul display region 269; as noted
carlier, printing 1s eflectively defined relative to such fidu-
cials, such that printing (and print area for any given panel)
can be rendered based on deviation between expected fidu-
cial position (relative to the printer or print transport path)
and any actual (1.e., detected) fiducial position for the
specific panel. As implied by the screen shot 261, different
fiducials or fiducial feature points can be 1dentified, e.g., to
detect scaling error or skew. If desired, in other embodi-
ments, the third UI display region 269 can be configured to
accept definition of a fiducial shape or substrate feature,
which the software then attempts to match to a detected
(imaged) shape identified on each substrate at run-time.
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Finally, the UI 1s seen to provide for a fourth UI display
region 267 which permits definition of substrate size and
thickness. While 1n one embodiment, the printed layer
thickness 1s common across all panels (e.g., for each layer of
respective panels), this need not be the case for all embodi-
ments; 1n one contemplated embodiment, thickness can vary
per panel and can be influenced using different localized
halftoning densities. For each layer, printing 1s performed as
an integral print job across the substrate, e.g., via multiple
scans, and the substrate and its wet 1nk are then transported
to a cure chamber to produce a permanent layer; this
post-printing cure process 1s typically also performed within
a controlled atmosphere to mnhibit particulate, oxygen or
moisture contamination. Other layers can be added after the
deposited liquid 1s cured or otherwise hardened.

As noted earlier, layer data defined, e.g., using a recipe
editor can be stored 1n a myriad of forms suitable to the
embodiment, e.g., as a bitmap, as raw recipe data, using a
vector representation or in some other manner. In one
embodiment, the recipe data 1s used to create a grayscale
image (e.g., an array of 8 bit values for each position on the
substrate) where each grayscale value 1n the image denotes
a density of ik that 1s to be applied 1n the corresponding
substrate position, and where each grayscale value 1s used to
generate localized halftoning (i.e., according to the print
orid) to build layer thickness. An example here would be
helpiul; 1n one embodiment, a matrix of eight-bit grayscale
values 1s defined with rows and columns of eight-bit values
between “0” and “255.” Each value, e.g., “235,” corresponds
to a unit area of the substrate and maps to a specific layer
thickness. For example, the value “235” might (depending
on process and materials) map to a thickness of seven
microns 1n the finished layer. It all the grayscale values in the
matrix shared the same value, this might map to a relatively
homogeneous layer, but the values can be varied to vary
thickness across a panel, fill in underling geometries (e.g.,
structural voids beneath the layer), to tailor edge buildup, or
for any desired effect. Grayscale value assignment can either
be “dead-reckoned” to desired thickness (with vanable,
localized halftoning selected dependent on ink and process
parameters 1n a manner that adapts the grayscale value to the
desired thickness) or can be calibrated 1n advance to the
desired thickness (with halftoning bearing a fixed relation-
ship to grayscale values). In one embodiment, the correla-
tion between grayscale value and thickness 1s measured after
test layer formation (e.g., alter cure or drying), so that
deposited 1nk density 1s closely tied to ultimate layer thick-
ness. Based on the measured data (or other feedback),
soltware can then map droplet density to a desired grid pitch,
for example, using the formula:

Volumey,,, }

Desired Thickness = /i ¥ { Pitch x Ditch.
1LCY—scan ICNcros5—scan

In this formula, the in-scan pitch represents the spacing
between drop opportunities 1n a first direction of relative
motion between the printhead and substrate, the cross-scan
pitch represents the spacing between drop opportunities 1n a
direction generally perpendicular to (or otherwise indepen-
dent of) this first direction, and the parameter h (times 100)
1s the grayscale value in percentage. In one embodiment, this
relationship can vary over time and, thus, ink particulars can
be continually remeasured to develop robust empirical data,
for dynamic factors such as process or temperature, for
specific machine or ink particulars, for nozzle age, or for
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other factors, with weighting emphasizing the most recent
measurements. Clearly, many examples are possible, and as
this example 1ndicates, many different types ol processing
can be performed, either to generate a “template” from
recipe data, or at run time to render a print job from a
template depending on detected error.

FIGS. 3A-B and FIGS. 4A-G are used to discuss various
rendering processes. As variously noted above, in one
embodiment, error representing linear distortion of the entire
substrate or panel can be detected and corrected for and, 1n
another embodiment, error representing nonlinear distortion
of the entire substrate or any panel can be detected and
corrected.

FIG. 3A presents a flowchart 301 where, to adjust for
detected error, a mapping between detected panel geography
and the print grid 1s first defined (303). This mapping 1is
generated to adapt rendering of an instance of a stored
“template” (or raw layer data) to detected distortion. For
example, referring briefly back to FIG. 1B, 1n the event of
substrate positional offset, such a grid will be used to define
pixel firing patterns relative to actual panel position (1.e.,
adapting to error) in a manner corresponding to the offset
vector 123. In the case of the example of FIG. 1C, the
mapping will identily or designate a portion of the print grid
of suthicient size to represent the print image rotated by angle
a.; 1n the case of the example of FIG. 1D, the mapping 1s of
suilicient size to receive printing scaled by (k)X and (k,)Y.
Generally speaking, the transformation 1s defined so as to
encompass the desired, printable area of the specific run of
the product array or substrate; for example, 1f substrate
distortion increases or decreases substrate scale relative to
the template print image, then the print grid might feature
more or lewer nozzle positions representing increased,
decreased or shifted area. The transformation 1s then used to
render print data in a manner that registers with any substrate
(e.g., panel) error. For example, 1f a pre-rendered template 1s
stored for repeated print runs, then this template can be
transformed (1.e., rotated, scaled, oflset, skewed, etc.) in a
manner corresponding to the mapping (and thus correspond-
ing to the error) in a manner that adapts the print image to
any detected per-run positional or alignment error. This
transformation 1s performed by i1dentifying that portion of
the print grid corresponding to detected panel position (305),
and then moditying the cached template data 1n a manner
that utilizes the identified grid points but that 1s adjusted for
detected error. For example, in one embodiment, as refer-
enced by numeral 307, 1f pre-processing generated firing
decisions of P(x,y) for each point on the print grid, then
modified printer control data for nodes of the print grid that
match detected product position can be determined 1n depen-
dence on a positional error vector and analysis of one or
more of the pre-processed firing decisions. This dependence
can be formed relative to a closest node of the template data
(308), oflset according to an error vector or, because mis-
alignment or positional error can be a non-integer multiple
of grid pitch, a weighted function of 2, 3, 4 or a different
number of filing decisions from the template (309). In one
embodiment, the firing decision 1s based only on a single
node of print grid represented by the original template (1.¢.,
oflset according to the error vector), and i a second
embodiment, 1t 1s based on a weighted average of four
closest nodes, according to

PV VAL 1 (X9, Pp 5+ 1 0),P o (X, 1+1), P (x+1 -+
1),

where P, (x,y), P, __(x+1,y), P_ (x,y+1), and P_ (x+1,y+1)
respectively represent northwest, northeast, southwest and
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southeast grid point decisions, and where x and x' and y and
y' are related according to detected error. Clearly, this 1s but
one error compensation algorithm and many alternate algo-
rithms will readily occur to one skilled 1n the art.

For example, if a hypothetical grid point {P'(x",y")} (rep-
resenting a specific grid point for the transformed panel),
given error, corresponds to a point that 1s closest to each of
specific NE and SE grid points (print pixels) of the cached
template, and less close to specific corresponding NW and
SW grid points (print pixels), and 11 these NE, SE, NW and
SW points respectively corresponded firnng decisions of (1,
1, 1 and 0), then the print grid point {P'(X".y")} could be
assigned a binary firing decision (1 or 0) as a function of
firing decisions (1, 1, 1 and 0) weighted according to error
distance to these four nodes {e.g., assigning a firing decision
of “1” to P'(x",y")} according to {0.40%(1)+0.40*%(0)+0.10%*
(1)+0.10*(1)=0.60>0.50}. Note again that this mathematical
relationship 1s exemplary only and that many algorithms can
be used for assigning nozzle firing decisions; as noted, in
one specifically contemplated embodiment that uses a
cached template, the firing decision 1s based only on a
closest single overlapping print pixel from the transform
image, with a software antialiasing process used to process
nozzle firing decisions to ensure a consistent number of
droplets 1n the transformed image. In one embodiment, as
mentioned, an ailine transform 1s used. Irrespective of cor-
rection methodology, as error-adjusted printer control data 1s
created, 1t 1s stored 1n memory as a new or customized print
image (311) with finished, rendered printer control data
being sent to the printer (313) for execution. Following
completion of the layer (317), the system 1s then prepared
for an ensuing layer (e.g., using the same transformations) or
a new product run or substrate.

Note that numeral 310 refers to a dashed line (optional)
wrap process used to ensure consistency of deposition. For
example, 11 a particular point P'(x",y') were to fall within a
fluidic well used to retain liquid for use as a light generating
layer of a display, and a weighted error function were to call
for reliance on template print pixels that fell outside of that
well relative to the template 1mage, the weighted function
could be shifted (1.e., wrapped) so as to instead rely on other
print pixels associated with the unshifted print well. Such a
wrap process can also optionally be performed for each core
or processor in a parallel processing environment, e.g.,
borrowing print pixels of other processors in order to
maintain localized consistency. Other examples are also
possible. For example, numeral 313 indicates that 1n some
embodiments, the template 1mage 1s shifted or distorted
according to error, and that a software daemon is then called
to process predetermined regions of the substrate (e.g.,
fluidic wells) and test for compliance within a threshold.
One such process (i.e., antialiasing, 314) includes simply
testing the number of droplets (or aggregate expected vol-
umes from stored data representing the respective droplet’s
mean volumes) to ensure that aggregate liquid still meets
required norms following error shifting. In another variation,
nozzle data such as validation data, expected droplet vol-
umes or trajectories or other data can be tested by such a
daemon to ensure desired aggregate value consistency, 315
(e.g., to facilitate layer homogeneity), with adjustment to
printer control data being performed as necessary to provide
for deposition consistency. As noted, many different pro-
cesses can be used.

FIG. 3B 1llustrates another flowchart 351 used to describe
processing of a stored template. More specifically, informa-
tion representing the desired layer 1s first loaded from the
template (353). In one embodiment, this information




US 9,700,908 B2

25

includes raw recipe data, in a second embodiment, the
information includes a bitmap representing nozzle firing
instructions, and 1n a third embodiment, the information 1s
represented by some other format, e.g., intermediate to these
two forms. The system then calculates transformation
parameters (355) needed to map printing represented by the
template over the actual (detected) panel or substrate posi-
tion; these parameters are then applied to generate a trans-
tformed representation (357). As implied by optional process
block 359, 1n one embodiment, rendering of printer control
data can be performed at run time directly on recipe data
(1.e., stored as the template) according to transformation
parameters. As noted, 1n one embodiment, one or more afline
transforms can be used (360). The transformed representa-
tion 1s then output as a rendered bitmap (361) and used to
produce raster data (363). The transformed representation
can be checked for consistency of 1nk density or aggregate
volume for a umit area or for other quality control reasons
(363). Subject to any corrected, this data 1s then output to the
printer (363) and the method ends (365).

FIG. 4A provides an example 401 used to explain one
example print grid and transformation as applied to a cached
bitmap. A print grid for an ideal (1.e., no error) “bitmap”
print 1image 1s referenced by numeral 403; each “box™ 1n that
print grid (e.g., per numeral 404) represents a print “pixel”
defined by a grnid point, where an “X”” 1n the box denotes that
a print nozzle 1s to fire a droplet at the corresponding grid
point as a printhead 1s moved relative to the underlying
substrate. Similarly, a “box” or pixel 405 seen as empty (1.e.,
not having an “X”’) denotes that a print nozzle will not be
fired over that position. The top of FIG. 4A shows a
representation of a printhead 407 where individual triangles
(such as i1dentified by numeral 409) represent each nozzle.
As the printhead moves relative to the substrate, each given
nozzle will pass a series of print pixels (discrete droplet
firing points), each at a different point 1n time. As an
example, nozzle 410 will pass as it 1s moved downward
relative to the drawing page an area corresponding to print
pixel 404 (where 1t 1s fired) and subsequently an area
corresponding to print pixel 405 (where it 1s not fired). The
bitmap 403 1s predefined and 1s stored in memory as a
template for use 1n a repeatable manufacturing process.

FIG. 4B presents an example 411 where an instance of a
product 1s deemed to be at an oflset position relative to the
template, for example, due to positional error 1n a substrate.
Because of this offset (413), the area that should receive
printing for accurate registration 1s represented by numeral
412. If the nozzle finng nstructions provided by the 1deal
print image 403 remain unadjusted, then printing will occur
in a manner that 1s misaligned with underlying product
geometry. It 1s therefore desired to adjust the template so that
printing occurs in the right place. In this regard, the template
from FIG. 4A can be distorted at run time (e.g., by shift in
position) so as to be dynamically aligned with an individual
substrate, panel or other product region so as to mitigate
CITor.

FIG. 4C provides an example 421 of a portion of the print
or1d 422 which overlays detected product position. Note that
in this embodiment this 1s the same print grid as represented
by FIG. 4A but with nodes that correspond to detected
product position. Once again, each depicted node defines a
print pixel that will be passed by the printhead 407 1n its
motion relative to the substrate, and each “box” (such as
print pixel 419) corresponds to a printhead nozzle and a
nozzle firing time. In one embodiment, the specific nozzle 1s
predetermined (e.g., scans associated with the template waill
also be used for the specific product mstance), but this 1s not
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required for all embodiments. However, note that the posi-
tional oflset (413) may not exactly align with printhead
nozzle in-scan or cross-scan pitch. Software therefore eflec-
tively overlays detected product position against the print
orid 422 and bases firing decisions for this overlay on a
shifted version of the original template 1mage according to
oflset 413; each print pixel 1n this example may correspond
to (overlay) up to four print pixels of the original template
print image depending on the offset 413.

For example, FIGS. 4B and 4C show two cases where a
print pixel 419 for detected product position corresponds
(given error 413) to a point intermediate four/two template
print pixels, as denoted by numerals 415 and 417. Note that
for various embodiments, any number of nearby pixels can
be applied 1n the weighting function; 1n one embodiment,
only a single “closest” pixel only 1s used, in a second
embodiment, “two” neighboring pixels can be used (e.g., per
numeral 417) while 1 a third embodiment, a different
number of nearby pixels (e.g., “9”) can be used, 1.e., the
disclosed techniques should not be viewed as limited to
consideration ol a weighted average of four template print
pixels. The two print pixel example 417 serves as a proxy for
any number of pixels, whether more than, less than or equal
to two, and whether or not based on a weighted average of
multiple pixels. A decision 1s made for print pixel 419 based
on the referenced pixel set, and once performed for every
or1id point seen 1n FIG. 4C, this effectively “transforms™ the
data from FIG. 4A to correspond to actual product position.
Once this process 1s complete, then rasterization (e.g., scan
planning) 1s performed, as appropriate, and printing 1s then
executed based on the detected product position. The above
process accurately maps any ink densities represented by the
original template print image onto the shifted product geom-
etries as detected 1n the particular print run.

FIGS. 4D and 4E provide examples 431 and 441 that
respectively illustrate bitmap processing in the event of
unintended product (array, product, substrate or panel) rota-
tion. As seen 1n FIG. 4D, 1t 1s assumed that a substrate or
portion thereof 1s misoriented by angle o, per numeral 435.
For proper printing, the print nozzle firing pattern should
therefore also be distorted according to this same value, as
represented by outline 433. FIG. 4E highlights a print gnid
region corresponding to detected product/panel position.
Note that while the desired print area 1s rotated relative to the
substrate, the printhead 407 and nozzles (such as nozzle 409)
will each define a regular print grid at which droplets can be
fired. Once again, for each grid point (or print pixel) of the
print grid, the software shifts and overlays the original
template image and then weights any overlaid print pixels of
the original template 1 order to obtain a weighted pixel
firing decision for that grid point. This operation 1s repre-
sented for example with reference to print pixel 443 in FIG.
4E, and to associated (illustrative) processing of four tem-
plate grid points 445 or two template grid points 447. Once
again, the two grid point example 447 1s cited simply to
indicate that alternative embodiments can use any number of
references to the cached template print image.

FIGS. 4F and 4G provide examples 451 and 461 that
respectively illustrate processing in the event of scaling
error. Once again, numeral 403 refers to the template for a
particular geography, and numeral 433 represents a footprint
that should receive printing to properly align a new layer
with the desired product footprint according to a scaling
vector 457. In such an example, a new print grid 1s eflec-
tively defined according to the scaling vector by a math-
ematical multiplication process. Note that the print grid, 1n
addition to effectively being scaled 1n size, also potentially
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uses variable offsets according to substrate position. Assum-
ing an increase in both dimensions to the footprint for a
product or panel that 1s to be printed, the effect 1s as if the
pixels of the overlaid template 1image are increased in size
(c.g., compare the depicted size of template print image
pixels 465 and/or 467 as represented 1n FIG. 4G to the print
image pixels 445 and 447 depicted in FIG. 4E).

FIGS. 4H and 41 show an illustration directed to skew
compensation. Numeral 475 represents a footprint that
should recerve printing to properly align a new layer with the
desired product footprint according to a skew adjustment
tormula 477. Note that the amount of skew varies according
to height of the subject that 1s being distorted. If the error
being compensated for corresponds to uniform skew across
the substrate, then the amount of distortion in the “Y”
dimension (left to right across the FIG.) varies depending on
the “X” dimensional value taken from the substrate edge.
The X coordinate transformation in this example 1s unity
(1.e., no change), but note that in general, this result waill
differ depending on the orientation of skew. The template 1s
scaled according to a scaling vector by a mathematical
multiplication process according to formula 477, and 1s
cllectively overlaid against a print grid corresponding to
detected product scale; the firing value for each print grnid
point of the overlaid grid 1s computed according to formula
477 (1.e., the inverse of the scaling), based (e.g.) on 1, 2, 4
or another number of overlapping or nearby print pixels
according to a weighting criteria; this 1s represented in FIG.
41 by the depicted matching of print grid point 483 against
weighted, positionally overlaid print pixels 485 or 487 of the
template; again, note that each grid point represents a
possible firing position of a nozzle (e.g., referenced by
numeral 409) of a printhead 407 as 1t 1s moved vertically
relative to the drawing page.

Note that 1n the depicted examples, there are print pixels
adjacent the edge of the footprint of the print grid that are not
necessarlly weighted by a consistent number of template
print pixels (e.g., 4) relative to other parts of the print grid.
To avoid underrepresentation of droplets adjacent a border
region of the new footprint, an edge grid point can advan-
tageously use an algorithm (e.g., wrapping of pixels from the
opposite side of the footprint) to ensure proper droplet
density. In a situation where the depicted footprint (e.g., 475)
represents the boundaries of the desired layer, then an edge
process (e.g., fencing) can be applied 11 desired to ensure
well-defined edges, as previously referenced. Other tech-
niques and variations are also possible.

It was earlier mentioned that in one embodiment, a bitmap
can consist of grayscale values (e.g., 8 bit or other multibit
values) where each value represent a volume of ink or
desired thickness. The processing just described can also be
applied to such grayscale values simply by weighting each
grayscale value of the template by the appropriate distance
measures and grayscale magmtude. For example, again
using the example of a hypothetical grid point {P'(x"y")} of
detected product geometry that, according to normalized
overlapped area, maps 40% to each of the NE and SE gnd
points (print pixels) of a template, and 10% of NW and SW
orid points of that template, and if the NE, SE, NW and SW
points respectively had grayscale decisions of (233, 235, 150
and 0), then the hypothetical grid point {P'(x".y")} could be
assigned a grayscale value of 203 according to {0.40*(235)+
0.40*(235)+0.10*%(150)+0.10*(0)=203}. This measure can
also, 1f desired, be directly converted by software for indi-
vidual print grid notes to a binary firing decision via com-
parison with any desired threshold (e.g., “17=fire if
203>Th). Note that these relationships are exemplary only
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and that many algorithms can be used for assigning nozzle
firing decisions 1n a customized print image; as noted earlier,
in at least one contemplated system, measured per-nozzle,
per-drive wavelform droplet particulars can be factored into
this process (e.g., the fact that a nozzle corresponding for
P'(x',y') fires a heavy droplet, e.g., volume=12.4 pL., assum-
ing a given printhead scan oflset, could be relied upon 1n
assigning a diflerent nozzle to instead fire the droplet for
P'(x",y') or conversely, scans can be replanned so as to use a
different printhead offset and thus a different nozzle for
P'(x',y')). Other vaniations are also possible.

With methods for transforming a print image ntroduced,
this disclosure will now discuss some exemplary circuitry
associated with printing and printheads used in an industrial
printer to fabricate one or more layers of a product.

In FIGS. discussed above, a simplified printhead (e.g.,
referenced by numeral 407 1n FIGS. 4A-I) was depicted as
having a relatively small number of nozzles, ¢.g., 20 or so.
In fact, for a typical manufacturing operation, especially for
large scale products, a printhead might have a much greater
number ol nozzles, e¢.g., thousands, arranged in multiple
rows; there can be multiple such printheads mounted to a
common assembly, e.g., such that, i all, thousands to tens
of thousands of print nozzles are used to jet material across
a relatively wide swath of the substrate. This structure
provides for high quality ink droplet delivery with highly
accurate positional resolution. Each printhead 1s expected to
deposit a nominal amount of ink per droplet (e.g., ten
picoliters, or 10.00 pL), but 1n practice, this number can vary
from nozzle-to-nozzle, as can nozzle position, droplet veloc-
ity, and droplet ejection trajectory. These variations can
potentially cause defects 1 a deposited layer 1t left
unchecked, defects which can carry over to the quality of a
finished product.

In one embodiment, in order to more accurately fabricate
the desired layer, droplet particulars for each nozzle are
measured and used to develop a statistical model for each
nozzle’s performance for each of these parameters; repeated
measurement helps eflectively average out measurement
error, and develop a relatively accurate understanding of a
mean and sigma for each parameter. Various techniques are
used to address the variations referred to above; generally
speaking, these techniques leverage the variations, provid-
ing for precisely planned droplet depositions aimed at
achieving specific ik fills, ik fill densities, and droplet
distribution based on measured per-nozzle or per-droplet
means and associated sigmas. Halftoning (1.e., ink density)
and/or template adjustment can incorporate (or be corrected
for) such variation such that, malfunctioning nozzles and/or
variations in droplet position and/or volume can be corrected
for. Note that “halftoning™ as used herein refers the varying
the droplet density (e.g., number of droplets per group of
print grid nodes) to influence layer thickness, 1.e., even
though “tones” are not used per se (1.e., the “ink” or
deposited liquid 1s typically colorless). In one technique
described below, multiple (alternative) electric drive wave-
forms are made available for selection on a per-nozzle basis
to provide for a selective ability to vary/deliver a targeted
droplet volume and position (including at least one choice
that approximates an 1deal target droplet volume and posi-
tion). The statistical measurements can be performed for
cach such wavetorm, and for each nozzle, so as to provide
high accuracy in planning; these measurements can be
updated or reperformed over time, so as to accommodate
changes in 1nk properties (e.g., viscosity), account for tem-
perature change, nozzle clogging or age, and other factors.
In the sections below, the measurement capabilities to pro-
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vide this understanding are introduced. Reflecting briefly on
the earlier discussion relating to use of a print grid, each grid
point will be associated with a nozzle of a printhead; the
measurement capabilities just referred to can be applied in
this process, such that for example, a malfunctioning nozzle
1s not assigned a firing decision 1n a printhead pass (and/or
so that any required droplets are redistributed to other
nozzles). In addition, differences 1n “X” axis position of a
droplet can be corrected through the use of the alternate
nozzle drive waveforms referred to, or through tuning or
amplifying a preselected wavetorm, so as to change droplet
timing to better position droplets or change their volume.
Substantial additional detail on these practices 1s provided 1n
the patent applications referred to earlier (which have been
incorporated herein by reference).

FIGS. 5A-5D are used to introduce control over nozzle
firing and drive waveform selection.

Typically, the eflects of different drive waveforms and
resultant droplet volumes are measured in advance. In one
embodiment, for each nozzle, up to sixteen different drive
wavelorms are then stored 1n a per-nozzle, 1 k static random
access memory (SRAM) for later, elective use 1n providing
discrete volume variations, as selected by software. With the
different drive waveforms on hand, each nozzle i1s then
instructed droplet-by-droplet as to which wavetorm to apply
via the programming of data that eflectuates the specific
drive waveform. This configuration information 1s stored
separately by a printer (or control processor) from the firing
decisions that will be applied to a substrate.

FIG. 5A illustrates one such embodiment, generally des-
ignated by numeral 501. In particular, a processor 303 1is
used to recerve data defining intended fill volumes per target
region for a particular layer of matenal that 1s to be printed.
As represented by numeral 5035, this data can be a layout {file
or bitmap {ile that defines droplet volumes per grid point or
positional address. A series of piezoelectric transducers 507,
508 and 509 generate associated ejected droplet volumes
511, 512 and 3513, that are respectively dependent on many
tactors, including nozzle drive waveform and print-head-to-
print-head manufacturing variations. During a calibration
operation, each one of a set of vanables 1s tested for 1its
cllects on droplet volume, including nozzle-to-nozzle varia-
tion and the use of different drive waveforms, given the
particular ink that will be used; if desired, this calibration
operation can be made dynamic, for example, to respond to
changes in temperature, nozzle clogging, nozzle age or other
parameters. This calibration 1s represented by a droplet
measurement device 515, which provides measured data to
the processor 503 for use 1 managing print planning and
ensuing printing. In one embodiment, this measurement data
1s calculated during an operation that takes literally minutes,
¢.g., no more than thirty minutes for thousands of nozzles
and preferably much less (e.g., for thousands of printhead
nozzles and potentially dozens of possible nozzle firing
wavelorms), as an oflline process. In another embodiment,
such measurement can be performed iteratively, that 1s, for
cach nozzle, 1n a manner that updates different subsets of
nozzles at different points in time (e.g., 1n between succes-
s1ve substrates 1n an assembly line process, as substrates are
being loaded and unloaded). A non-1imaging (e.g., interfero-
metric) technique can optionally be used, potentially result-
ing 1n dozens of droplet measurements per nozzle, covering
dozens to hundreds of nozzles per second. This data and any
associated statistical models (and means) can be stored 1n
memory 317 for use in processing layout data or a print
image (e.g., bitmap data) 505 when 1t 1s received. In one
implementation, processor 503 1s part of a computer that 1s
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remote from the actual printer, whereas 1n a second 1mple-
mentation, processor 303 1s either integrated with a fabri-
cation mechamsm for products (e.g., a system for fabricating
displays) or with a printer.

To perform the firing of droplets for the depicted embodi-
ment, a set of one or more timing or synchronization signals
519 are recerved for use as references, and these are passed
through a clock tree 521 for distribution to each nozzle
driver 523, 524 and 525 to generate the drive wavetform for
the particular nozzle (527, 528 and 529, respectively). Each
nozzle driver has one or more registers 331, 532 and 533,
respectively, which receive multi-bit programming data and
timing information from the processor 503. Each nozzle
driver and 1ts associated registers receive one or more
dedicated write enable signals (we,) for purposes ol pro-
gramming the registers 531, 332 and 533, respectively. In
one embodiment, each of the registers comprises a fair
amount of memory, including a 1 k static RAM (SRAM) to
store multiple, predetermined waveforms, and program-
mable registers to select between those waveforms and
otherwise control wavetorm generation. The data and timing
information from the processor i1s depicted as multi-bat
information, and although this information can be provided
either via a serial or parallel bit connection to each nozzle (as
will be seen 1n FIG. 5B, discussed below, 1n one embodi-
ment, this connection 1s serial as opposed to the parallel
signal representation seen 1n FIG. SA).

For a given deposition, printhead or ink, a processor
chooses for each nozzle a set of sixteen drive wavetorms that
can be electively applied to generate a droplet; note that this
number 1s arbitrary, e.g., 1n one design, four wavelorms
could be used, while in another, four thousand could be used.
These wavelorms are advantageously selected to provide
desired variation 1n output droplet volume and/or position
for each nozzle, e.g., to cause each nozzle to have at least
one wavelorm choice that produces a near-ideal droplet
volume (e.g., a mean droplet volume of 10.00 pL), and to
provide a range of deliberate volume variation for each
nozzle. In various embodiments, the same set of sixteen
drive wavelorms are used for all of the nozzles, though, 1n
the depicted embodiment, sixteen, possibly-unique wave-
forms are each separately defined in advance for each
nozzle, each wavetorm conferring respective droplet volume
characteristics.

During printing, to control deposition of each droplet,
data selecting one of the predefined waveforms i1s then
programmed 1nto each nozzle’s respective registers 531, 532
or 533 on a nozzle-by-nozzle basis. For example, given a
target droplet volume of 10.00 pL, nozzle driver 523 can be
configured through writing of data into registers 531 to set
one ol sixteen wavelorms corresponding to one of sixteen
different droplet volumes. The volume produced by each
nozzle would have been measured by the droplet measure-
ment device 315, with nozzle-by-nozzle (and wavetorm-by-
wavelorm) droplet volumes and associated distributions
registered by processor 503 and stored in memory 1n aid of
producing desired target fills. This same process can be
performed for droplet position or trajectory. The processor
can, by programming the register 531, define whether or not
it wants the specific nozzle driver 523 to output a processor-
selected one of the sixteen wavelorms. The processor can
also program the register to utilize a per-nozzle delay or
oflset to the firing of the nozzle for a given scan line (e.g.,
to align each nozzle with a grid traversed by the printhead,
to correct for error including velocity or trajectory error, and
for other purposes); this oflset 1s eflectuated by counters
which adjusts use of the particular nozzle (or firing wave-
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form) by a programmable number of timing pulses for each
scan. To provide an example, 11 the result of droplet mea-
surement indicates that one particular droplet tends to have
a lower than expected velocity, then corresponding nozzle
wavelorm can be triggered earlier (e.g., advanced 1n time, by
reducing a dead time before active signal levels used for
piezoelectric actuation); conversely, 1f the result of droplet
measurement 1ndicates that the one particular droplet has a
relatively high velocity, then the waveform can be triggered
later, and so forth. Other examples are clearly possible—{for
example, a slow droplet velocity can be counteracted in
some embodiments by increasing drive strength (1.e., signal
levels and associated voltage used to drive a given nozzle’s
piezoelectric actuator). In one embodiment, a sync signal
distributed to all nozzles occurs at a defined interval of time
(e.g., one microsecond) for purposes of synchronization and
in another embodiment, the sync signal 1s adjusted relative
to printer motion and substrate geography, e.g., to fire every
micron ol incremental relative motion between printhead
and substrate. The high speed clock (¢,,.) 1s run thousands of
times faster than the sync signal, e.g., at 100 megahertz, 33
megahertz, etc.; in one embodiment, multiple different
clocks or other timing signals (e.g., strobe signals) can be
used 1n combination. The processor also programs values
defining a grid spacing; 1n one implementation, the grnid
spacing 1s common to the entire pool of available nozzles,
though this need not be the case for each implementation.
For example, 1n some cases, a regular print grid can be
defined where every nozzle 1s to fire “every five microns.”
This print grid can be unique to the printing system, the
substrate, or both. Thus, in one optional embodiment, a print
orid can be defined for a particular printer with sync fre-
quency or nozzle firing patterns used to eflectively transform
the print grid to match a substrate geography that 1s a priori
unknown. In another contemplated embodiment, a memory
1s shared across all nozzles that permits the processor to
pre-store a number of different grid spacings (e.g., 16),
shared across all nozzles, such that the processor can (on
demand) select a new grid spacing which 1s then read out to
all nozzles (e.g., to define an irregular grid). For example, 1n
an implementation where nozzles are to fire for every color
component well of an OLED (e.g. to deposit a non-color-
specific layer), the three or more different grid spacings can
be continuously applied 1n round robin fashion by the
processor. Clearly, many design alternatives are possible.
Note that the processor 503 can also dynamically reprogram
the register of each nozzle during operation, 1.e., the sync
pulse 1s applied as a trigger to launch any programmed
wavelorm pulse set in 1ts registers, and 1f new data 1s
asynchronously received before the next sync pulse, then the
new data will be applied with the next sync pulse. The
processor 303 also controls mitiation and speed of scanning,
(535) 1n addition to setting parameters for the sync pulse
generation (536). In addition, the processor controls optional
rotation of the printhead (537). In this way, each nozzle can
concurrently (or simultaneously) fire using any one of
sixteen different waveforms for each nozzle at any time (1.e.,
with any “next” sync pulse), and the selected firing wave-
form can be switched with any other of the sixteen different
wavelorms dynamically, in between fires, during a single
scan.

FIG. 5B shows additional detail of the circuitry (541) used
in such an embodiment to generate output nozzle drive
wavelorms for each nozzle; the output wavelorm 1s repre-
sented as “nzzl-drv. wvim™ 1 FIG. SB. More specifically,
the circuitry 541 receives inputs of the sync signal, a single
bit line carrying serial data (*‘data’), a dedicated write enable
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signal (we) and the high speed clock (¢, ). A register file 543
provides data for at least three registers, respectively con-
veying an initial oflset, a grid definition value and a drive
wavetorm ID. The imitial offset 1s a programmable value that
adjusts each nozzle to align with the start of a print grid, as
mentioned. For example, given implementation variables
such as multiple printheads, multiple rows of nozzles, dif-
terent printhead rotations, nozzle firing velocity and patterns
and other factors, the 1nitial offset can be used to align each
nozzle’s droplet pattern with the start of the print grid, to
account for delays and other factors. Oflsets can be difler-
ently applied across multiple nozzles, for example, to rotate
a print grid or halftone pattern relative to substrate geogra-
phy, or to correct for substrate misalignment. Similarly, as
mentioned, offsets can also be used to correct for aberrant
velocity or other eflects. The gnd definition value 1s a
number that represents the number of sync pulses “counted”
betfore the programmed wavelorm 1s triggered; 1n the case of
an i1mplementation that prints flat panel displays (e.g.,
OLED panels), the target regions to be printed 1n presums-
ably have one or more regular spacings relative to the
different printhead nozzles, corresponding to a regular (con-
stant spacing) or wrregular (multiple spacing) grid. As men-
tioned earlier, 1n one implementation, the processor keeps its
own sixteen-entry SRAM to define up to sixteen different
orid spacings that can be read out on demand to the register
circuitry for all nozzles. Thus, 1f the print grid spacing value
was set to two (e.g., every two microns), then each nozzle
could 1n theory be fired at this interval. The drive wavetorm
ID represents 1s a selection value used to choose one of the
pre-stored drive wavetorms for each nozzle. In one embodi-
ment, the drive waveform ID i1s a four bit selection value,
and each nozzle has 1ts own, dedicated 1 k-byte SRAM to
store up to sixteen predetermined nozzle drive wavelorms,
stored as 16x16x4B entries. Briefly, each wavelorm can
consist of sixteen discrete signal levels, of sixteen entries for
cach wavelorm contains four bytes representing a program-
mable signal level, with these four bytes representing a
two-byte resolution voltage level and a two-byte program-
mable duration, used to count a number of pulses of the
high-speed clock. Each programmable waveform can thus
consist of (zero to one) discrete pulses to up to sixteen
discrete pulses each of programmable voltage and duration
(e.g., of duration equal to 1-2355 pulses of a 33 megahertz
clock).

Numerals 545, 546 and 547 designate one embodiment of
circuitry that shows how a specified waveform can be
generated for a given nozzle. A first counter 543 receirves the
sync pulse, to imitiate a countdown of the initial oflset,
triggered by start of a new line scan; the first counter 543
counts down in micron ncrements and, when zero 1s
reached, a trigger signal 1s output from the first counter 543
to a second counter 546; this trigger signal essentially starts
the firing process for each nozzle for each scan line. The
second counter 546 then implements a programmable print
orid spacing 1n increments of microns. The first counter 545
1s reset 1n conjunction with a new scan line, whereas the
second counter 546 1s reset using the next edge of the
high-speed clock following its output trigger. The second
counter 546, when triggered, and activates a waveform
circuit generator 347 which generates the selected drive
wavelorm shape for the particular nozzle. As denoted by
dashed line boxes 348-350, secen beneath the generator
circuit, this latter circuit 1s based on a high speed digital-
to-analog converter 548, a counter 349, and a high-voltage
amplifier 550, timed according to the high-speed clock (¢, ).
As the trigger from the second counter 546 1s received, the
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wavelorm generator circuit retrieves the number pairs (si1g-
nal level and duration) represented by the drive waveform
ID value and generates a given analog output voltage
according to the signal level value, with the counter 549
cllective to hold DAC output for a duration according to the
counter. The pertinent output voltage level 1s then applied to
the high-voltage amplifier 550 and is output as the nozzle-
drive waveform. The next number pair 1s then latched out
from registers 543 to define the next signal level value/
duration, and so forth.

The depicted circuitry provides an eflective means of
defining any desired wavetform according to data provided
by the processor 503. If necessary to comply with print grid
geometry or to mitigate a nozzle with aberrant velocity or
flight angle, the durations and/or voltage levels associated
with any specific signal level (e.g., a first, “zero” signal level
defining an oflset relative to synch) can be adjusted. As
noted, 1n one embodiment, the processor decides upon a set
of wavelorms in advance (e.g., 16 possible wavelorms,
per-nozzle) and it then writes definition for each of these
selected wavetorms mto SRAM for each nozzle’s drniver
circuitry, with a default selection of programmable wave-
form to be applied responsive to a firing decision then being
ellected by writing a four-bit drive waveform ID into each
nozzles registers.

The use of multiple signal levels to shape a pulse 1s further
discussed i1n reference to FIG. 5C.

That 1s, in one embodiment, wavetforms can be predefined
as a sequence ol discrete signal levels, e.g., defined by
digital data, with a drive waveform being generated by a
digital-to-analog converter (DAC). Numeral 551 1n FIG. 5C
refers to a wavelorm 553 having discrete signal levels, 555,
557, 559, 561, 563, 565 and 567. As noted for this embodi-
ment, each nozzle driver includes circuitry that receives and
stores up to sixteen different signal wavelorms, with each
wavelorm being defined a series of up to sixteen signal
levels, each expressed as a multi-bit voltage and a duration.
That 1s to say, pulse width can effectively be varied by
defining different durations for one or more signal levels,
and drive voltage can be wavelform-shaped 1n a manner
chosen to provide subtle droplet size vanation, e.g., with
droplet volumes gauged to provide specific volume grada-
tions increments such as 1 units of 0.10 pL. Thus, with such
an embodiment, waveform shaping provides ability to tailor
droplet volumes to be close to a target droplet volume value;
when combined with other specific droplet volumes and
positions, such as using the techniques exemplified above,
these techniques facilitate precise {ill volumes per target
region. In another embodiment, predetermined wavelorms
can be applied with optional, further waveform shaping or
timing applied as appropriate to adjust droplet volume,
velocity and/or trajectory. In yet another example, the use of
nozzle drive wavetorm alternatives provides a mechanism to
plan volumes such that no further waveform shaping 1s
necessary.

FIG. 53D shows yet another design 571. A CPU 573, for
example, ol a master computer, sends print data (adjusted for
error) to a print module having multiple printheads (e.g., one
of six different printheads, each having hundreds of print
nozzles). At the print module, an Ethernet connection 575
receives the data from the CPU and provides that data to a
field-programmable gate array (“FPGA™) 577. A customized
“soft processor” (578) within FPGA processes the data as
appropriate and writes that data to memory (1.e., dynamic
random access memory or “DRAM™) 379. Unlike the
embodiment described above, in the depicted embodiment,
a wavelform 1s written to memory for use by one or more
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nozzles; the particular format 1n which data i1s written or
stored can be an implementation decision. For example, 1n
one embodiment, the soft processor 578 writes specific
wavelorm as a series of drive levels (see, e.g., the discussion
above 1n connection with FIG. 5C) for each nozzle; other
FPGA logic 580 then reads this data out at the appropriate
time and provides this to amplifiers 581 and ultimately to the
associated printhead 583 and associated nozzle drivers. In
one implementation, the depicted FPGA 577 and DRAM
579 are components of each printhead (e.g., data 1s sepa-
rately transmitted to each printhead), but this need not be the
case for all embodiments. Note that one function of logic
580 and amplifiers 581 are to place appropriate wavelorms
in parallel form, 1.e., such that they can be read out together
for each nozzle at the appropriate time, 1n parallel (as
necessary or approprate to the design). In one implemen-
tation, the DRAM 579 can optionally be organized to have
separate memory for each nozzle. Note that 1n this embodi-
ment, instead of using a trigger, each nozzle receives one of
sixteen waveforms (1.e., with one wavelorm being a flat
wavelorm or zero drive signal, indicating that a particular
nozzle 1s not to be fired). The particular drive wavelorms can
be dynamically supplied by the CPU 3573 or written in
advance (1.e., but dynamically changeable), with a run-time
4-bit value used to provide nozzle firing decisions and
associated wavelform selection (and trigger output of that
wavelorm from the DRAM 579 or logic 580). Other alter-
natives are also possible.

With nozzle control circuitry thus introduced, as might be
used 1 an exemplary manufacturing device, additional
detail will now be presented as to one possible implemen-
tation of such a device. As alluded to earlier, one contem-
plated implementation of the techniques described herein 1s
to the manufacture of flat panel devices 1n an array with
those devices then being cut from a common substrate. In
the discussion below, an exemplary system for performing
such printing will be described, more specifically, applied to
the manufacture of solar panels and/or display devices that
can be used 1n electronics (e.g., as smart phone, smart watch,
tablet, computer, television, monitor, or other forms of
displays). The manufacturing techniques provided by this
disclosure are not limited to this specific application and, for
example, can be applied to any 3D printing application and
to a wide range of other forms of products.

FIG. 6 A represents a number of different implementation
tiers, collectively designated by reference numeral 601; each
one of these tiers represents a possible discrete implemen-
tation of the techniques introduced herein. First, techniques
as mtroduced in this disclosure can take the form of mstruc-
tions stored on non-transitory machine-readable media, as
represented by graphic 603 (e.g., executable instructions or
software for controlling a computer or a printer). Second,
per computer icon 605, these techniques can also optionally
be implemented as part of a computer or network, for
example, within a company that designs or manufactures
components for sale or use in other products. Third, as
exemplified using a storage media graphic 607, the tech-
niques 1introduced earlier can take the form of a stored
printer control instructions, ¢.g., as data that, when acted
upon, will cause a printer to fabricate one or more layers of
a component dependent on the use of different ink volumes
or positions to mitigate alignment error, per the discussion
above. Note that printer istructions can be directly trans-
mitted to a printer, for example, over a LAN; 1n this context,
the storage media graphic can represent (without limitation)
RAM inside or accessible to a computer or printer, or a
portable media such as a flash drive. Fourth, as represented
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by a fabrication device 1con 609, the techniques introduced
above can be implemented as part of a fabrication apparatus
or machine, or 1 the form of a printer within such an
apparatus or machine. It 1s noted that the particular depiction
of the fabrication device 609 represents one exemplary
printer device that will be discussed 1n connection with FIG.
6B, below. The techniques introduced above can also be
embodied as an assembly of manufactured components; 1n
FIG. 6 A for example, several such components are depicted
in the form of an array 611 of semi-finished flat panel
devices, that will be separated and sold for incorporation
into end consumer products. The depicted devices may have,
for example, one or more light generating layers or encap-
sulation layers or other layers fabricated in dependence on
the methods introduced above. The techniques introduced
above can also be embodied 1n the form of end-consumer
products as referenced, e.g., in the form of display screens
for portable digital devices 613 (e.g., such as electronic pads
or smart phones), as television display screens 615 (e.g.,
OLED TVs), solar panels 617, or other types of devices.

FIG. 6B shows one contemplated multi-chambered fab-
rication apparatus 621 that can be used to apply techniques
disclosed herein. Generally speaking, the depicted apparatus
621 includes several general modules or subsystems 1nclud-
ing a transier module 623, a printing module 6235 and a
processing module 627. Each module maintains a controlled
environment, such that printing for example can be per-
formed by the printing module 625 1n a first controlled
atmosphere and other processing, for example, another
deposition process such an inorganic encapsulation layer
deposition or a curing process (€.g., for printed materials),
can be performed 1n a second controlled atmosphere. The
apparatus 621 uses one or more mechanical handlers to
move a substrate between modules without exposing the
substrate to an uncontrolled atmosphere. Within any given
module, 1t 1s possible to use other substrate handling systems
and/or specific devices and control systems adapted to the
processing to be performed for that module.

Various embodiments of the transfer module 623 can
include an 1mput loadlock 629 (1.e., a chamber that provides
builering between different environments while maintaining,
a conftrolled atmosphere), a transiter chamber 631 (also
having a handler for transporting a substrate), and an atmo-
spheric butler chamber 633. Within the printing module 625,
it 15 possible to use other substrate handling mechanisms
such as a flotation table for stable support of a substrate
during a printing process. Additionally, a xyz-motion sys-
tem, such as a split axis or gantry motion system, can be used
for precise positioning of at least one printhead relative to
the substrate, as well as providing a y-axis conveyance
system for the transport of the substrate through the printing
module 625. It 1s also possible within the printing chamber
to use multiple 1inks for printing, e.g., using respective
printhead assemblies such that, for example, two different
types ol deposition processes can be performed within the
printing module 1n a controlled atmosphere. The printing
module 625 can comprise a gas enclosure 635 housing an
inkjet printing system, with means for introducing an inert
atmosphere (e.g., nitrogen) and otherwise controlling the
atmosphere for environmental regulation (e.g., temperature
and pressure), gas constituency and particulate presence.

Various embodiments of a processing module 627 can
include, for example, a transier chamber 636; this transfer
chamber also has a including a handler for transporting a
substrate. In addition, the processing module can also
include an output loadlock 637, a nitrogen stack butler 639,
and a curing chamber 641. In some applications, the curing
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chamber can be used to cure, bake or dry a monomer film
into a uniform polymer film; for example, two specifically
contemplated processes include a heating process and a UV
radiation cure process.

In one application, the apparatus 621 1s adapted for bulk
production of liquid crystal display screens or OLED display
screens, for example, the fabrication of an array of (e.g.)
cight screens at once on a single large substrate. These
screens can be used for televisions and as display screens for
other forms of electronic devices. In a second application,
the apparatus can be used for bulk production of solar panels
in much the same manner.

The printing module 625 can advantageously be used 1n
such applications to deposit organic light generating layers
or encapsulation layers that help protect the sensitive ele-
ments of OLED display devices. For example, the depicted
apparatus 621 can be loaded with a substrate and can be
controlled to move the substrate back and forth between the
various chambers 1n a manner uninterrupted by exposure to
an uncontrolled atmosphere during the encapsulation pro-
cess. The substrate can be loaded via the mput loadlock 629.
A handler positioned 1n the transter module 623 can move
the substrate from the put loadlock 629 to the printing
module 625 and, following completion of a printing process,
can move the substrate to the processing module 627 for
cure. By repeated deposition of subsequent layers, each of
controlled thickness, aggregate encapsulation can be built up
to suit any desired application. Note once again that the
techniques described above are not limited to encapsulation
processes, and also that many diflerent types of tools can be
used. For example, the configuration of the apparatus 621
can be varied to place the various modules 623, 625 and 627
in different juxtaposition; also, additional, fewer or different
modules can also be used.

While FIG. 6B provides one example of a set of linked
chambers or fabrication components, clearly many other
possibilities exist. The techniques introduced above can be
used with the device depicted in FIG. 6B, or indeed, to
control a fabrication process performed by any other type of
deposition equipment.

FIG. 6C provides a plan view of the substrate and printer
as they might appear during the deposition process. The
print chamber 1s generally designated by reference numeral
651, the substrate to be printed upon 1s generally designated
by numeral 653, and a support table used to transport the
substrate 1s generally designated by numeral 655. Generally
speaking, any Xy coordinate of the substrate 1s reached by a
combination of movements, including x- and y-dimensional
movement of the substrate by the support table (e.g., using
flotation support, as denoted by numeral 657) and using
“slow axi1s” x-dimensional movement of one or more print-
heads 659 along a traveler 661, as generally represented by
arrows 663. As mentioned, the flotation table and substrate
handling infrastructure are used to move the substrate and
advantageously provide deskew control along one or more
“fast axes,” as necessary. The printhead 1s seen to have
plural nozzles 665, each of which 1s separately controlled by
a firing pattern derived from a template (e.g., to eflectuate
printing of columns corresponding to printer grid points as
the printhead 1s moved from left-to-right and vice-versa
along the “slow axis”). With relative motion between the one
or more printheads and the substrate provided 1n the direc-
tion of the fast axis (1.e., the y-axis), printing describes a
swath that typically follows individual rows printer grid
points. The printhead can also advantageously be adjusted to
vary ellective nozzle spacing (e.g., by rotating of the one or
more printheads, per numeral 667). Note that multiple such
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printheads can be used together, oriented with x-dimension,
y-dimension, and/or z-dimensional oflset relative to one
another as desired (see axis legend 669 1n FIG. 6C). The
printing operation continues until the entire target region
(and any border region) has been printed with ink, as
desired. Following deposition of the necessary amount of
ink, the substrate 1s finished, either by evaporating solvent to
dry 1k (e.g., using a thermal process), or by use of a cure
process, such as a UV cure process.

FIG. 6D provides a block diagram showing various sub-
systems ol one apparatus (671) that can be used to fabricate
devices having one or more layers as specified herein.
Coordination over the various subsystems 1s provided by a
set of processors 673, acting under 1nstructions provided by
software (not shown in FIG. 6D). As noted earlier, to
perform on-the-fly transformations to correct for substrate or
panel error, 1n one embodiment, these processors include a
supervisory processor or general purpose CPU, and a set of
additional processors used for parallel processing. In one
specifically-contemplated implementation, these additional
processors take the form of a multicore processor or graph-
ics processing unit (GPU, e.g., with hundreds of cores, or
more). Each core 1s assigned a portion of the print image to
transform to distort the print 1mage to match substrate error;
i error 1s to be independently corrected on a panel or other
product-by-product basis, then the each core can advanta-
geously be assigned to a fraction or portion of a single
product or panel (i.e., such that the specific core performs
only a single transform operation on all assigned image
data). Parallel processing and/or this form of delegation are
not required for all embodiments. During a fabrication
process, the processors feed data to a printhead 675 to cause
the printhead to eject various volume of 1k depending on
firing 1nstructions provided by a halftone print image. The
printhead 675 typically has multiple ink jet nozzles,
arranged 1 a row or array, and associated reservoirs that
permit jetting of ink responsive to activation of piezoelectric
or other transducers; such transducers cause a respective
nozzle to eject a controlled amount of 1nk 1n an amount
governed by an electronic firing waveform signal applied to
the corresponding piezoelectric transducer. Other firing
mechanisms can also be used. The printhead applies the 1ink
to a substrate 677 at various x-y positions corresponding to
the grid coordinates, as represented by the halitone print
image. Variation in position 1s effected both by a printhead
motion system 679 and substrate handling system 681 (e.g.,
that cause the printing to describe one or more swaths across
the substrate). In one embodiment, the printhead motion
system 679 moves the printhead back-and-forth along a
traveler, while the substrate handling system provides stable
substrate support and both “x” and “y” dimension transport
(and rotation) of the substrate, e.g., for alignment and
deskew; during printing, the substrate handling system pro-
vides relatively fast transport 1n one dimension (e.g., the “y”
dimension relative to FIG. 6C), while the printhead motion
system 679 provides relatively slow transport in another
dimension (e.g., the “x”” dimension relative to FIG. 6C), e.g.,
for printhead oflset. In another embodiment, multiple print-
heads can be used, with primary transport being handled by
the substrate handling system 681. An 1image capture device
683 can be used to locate any fiducials and assist with
alignment and/or error detection functions described earlier.

The apparatus also comprises an 1nk delivery system 685
and a printhead maintenance system 687 to assist with the
printing operation. The printhead can be periodically cali-
brated or subjected to a maintenance process; to this end,
during a maintenance sequence, the printhead maintenance
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system 687 1s used to perform appropriate priming, purge of
ink or gas, testing and calibration, and other operations, as
approprate to the particular process. Such a process can also
include individual measurement of parameters such as drop-
let volume, velocity and trajectory, for example, as discussed

in Applicant’s PCT patent application referenced earlier
(PCT/US14/35193), and as referenced by numerals 691 and

692.

As was mtroduced previously, the printing process can be
performed 1n a controlled environment, that 1s, 1n a manner
that presents a reduced risk of contaminants that might
degrade eflectiveness of a deposited layer. To this effect, the
apparatus includes a chamber control subsystem 689 that
controls atmosphere within the chamber, as denoted by
function block 690. Optional process variations, as men-
tioned, can include performing jetting of deposition material
in presence of an ambient nitrogen gas atmosphere (or
another mert environment, having a specifically selected gas
and/or controlled to exclude unwanted particulate). Finally,
as denoted by numeral 693, the apparatus also includes a
memory subsystem that can be used to store halitone pattern
information or halftone pattern generation software, tem-
plate print 1image data, and other data as necessary. For
example, the memory subsystem can be used as operating
memory for the transformation of a previously generated
print image according to the techniques introduced above, to
internally generate printer control instructions that govern
the firing of (and timing of) each droplet. If part or all of such
rendering 1s performed elsewhere, and the task of the
apparatus 1s to fabricate a device layer according to a
received printer mstructions, then the received instructions
can be stored in the memory subsystem 693 for use during
the printing process and/or manipulation as appropriate. As
noted by numeral 694, 1n one optional embodiment, indi-
vidual droplet particulars can be varied (e.g., to correct for
nozzle aberration) through the variation of firing waveform
for any given nozzle. In one embodiment, a set of alternate
firlng wavelorms can be selected 1in advance and made
availlable to each nozzle, on a shared or dedicated basis,
optionally used in conjunction with substrate variation (er-
ror) processing 695, as described earlier. As noted, while
some embodiments use predetermined scan paths (1.e., not-
withstanding error), with compensation for error eflectuated
using different nozzles and/or drive waveforms for certain
nozzles, in another embodiment, print optimization (696) 1s
performed to reassess scan path particulars and potentially
improve on deposition time.

FIG. 7 provides another flow diagram 701 associated with
some of the discussed processes. As with the earlier
examples, data representing layout of a desired layer 1s first
received, per numeral 703. This data specifies boundaries of
the layer to be deposited and provides information suflicient
to define thicknesses throughout the layer of interest (e.g.,
for a given panel). This data can be generated on the same
machine or device on which the process 701 1s performed,
or it can be generated by a diflerent machine. In one
embodiment, the recerved data 1s defined according to an xy
coordinate system and the provided information 1s sutlicient
to compute desired layer thickness at any represented xy
coordinate point, for example, optionally specitying a single
height or thickness to be applied throughout the layer,
consistent with the x-micron by y-micron by z-micron
example introduced earlier. Per numeral 705, this data can
be converted to a grayscale value for each print cell (or each
print pixel) in a deposition area that will recerve the layer. IT
print cell area does not inherently correspond to the xy
coordinate system matching the layout data, then the layout
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data 1s converted (e.g., by averaging thickness data for
multiple coordinate points and/or using interpolation) to
obtain a grayscale value for each print pixel. This conversion
can be based on predetermined mapping information, for
example, produced using relationships or equations. Per
numeral 707, grayscale values can optionally be adjusted in
order to produce a homogeneous layer (or for other desired
cllect). To provide one example, 11 1t 15 desired to compen-
sate for varying heights of microstructures that will sit
underneath the desired layer, an optional technique adds
oflsets to select grayscale values to “boost” the layer of
interest at specific locations to eflectively planarize a top
surface of the deposited layer. In one embodiment, grayscale
value manipulation can also be used to correct for nozzle
firing aberration (e.g., 1n the n-scan direction) to deposit
more 1k (for example, if a particular nozzle or set of nozzles
produce insuilicient ink volume) or less 1k (e.g., the par-
ticular nozzle or set of nozzles produce excess ink volume).
Such an optional process can be predicated on a calibration
process and/or empirically-determined data, per function
block 714. The grayscale values are then converted to a
droplet density pattern (e.g., a specific halitone pattern), per
numeral 709, and a bitmap 1s then generated, per numeral
710. Error diffusion, as indicated by the FIG., can be relied
upon to help promote layer homogeneity.

FIG. 7 shows use of a collection of a number of nozzle/
wavelorm error correction processes 713, optionally applied
to help ensure uniformity and accuracy in the deposited
layer and adjust for detected panel or substrate positional
errors. Such uniformity can be important to device quality,
whether to ensure accurate registration with any underlying
product layers, development of adequate encapsulation to
produce a water/oxygen barrier, or to provide high-quality

light generating or light guiding elements of a display panel,
or for other purpose or effect. As noted above, a calibration
process or empirically determined (dead-reckoned) data can
be used to correct for errors 1n grayscale value, or for nozzle
or nozzle-wavetorm particulars, or for substrate or panel
positional vanation, per numeral 714. Alternatively, indi-
vidual nozzle drive waveforms can be planned or adjusted to
correct error, as represented by numeral 715. In another
embodiment, as noted earlier, nozzles can be validated or
qualified (719), with each nozzle either determined to meet
mimmum droplet generation thresholds or disqualified from
use. IT a specific nozzle has been disqualified but 1s tenta-
tively selected for use, then 1n order to provide for appro-
priate droplet deposition, a diflerent nozzle (or repeated pass
ol acceptable nozzles) can be used to deposit the droplet(s)
that would otherwise have been printed by the disqualified
nozzle, per numeral 716. For example, 1n one embodiment,
a printhead has nozzles arranged both 1n rows and columns,
such that if one nozzle 1s aberrant, a diflerent, redundant
nozzle can be used to deposit the droplet desired for a
particular grid point. Optionally also, such i1ssues can be
taken into account and used to adjust a scan path, for
example, offsetting the printhead 1n a manner such that the
desired droplet(s) can be deposited using a diflerent nozzle
(with the printhead adjusted 1n position so as to permit this),
or increasing or decreasing the number of scans. This 1s
represented by the numeral 717 i FIG. 7. Many such
alternatives are possible. As represented by numerals 720
and 721, 1n one embodiment, each nozzle 1s calibrated in
advance using a droplet measurement device (720) that
repeatedly measures droplet parameters (to develop a per-
nozzle or per-drive wavelorm distribution of measure-
ments), with software then building a statistical model (721)
for each nozzle with an understanding of nozzle positional
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error and/or nozzle droplet means for volume, velocity and
trajectory, and with an understanding of expected per-nozzle
variance for each of these parameters. This data can be used
to qualify/validate specific nozzles (and/or droplets), as
mentioned, or to select nozzles that will be used to produce
cach individual droplet, and to otherwise adjust or customize
a template print 1image for each new substrate or other
product array. Each such measurement/error correction pro-
cess can be factored into print planning (722), including
print image adjustment/customization, and to any scan path
planning and/or print grid computation, 1.¢., such that printer
control data 1s generated and/or updated so as to optimize the
print process, while ensuring desired layer properties.
Finally, per numeral 723, final print data 1s then generated
for sending to the printer at run time.

FIGS. 8A-8D are used to generally introduce techniques
for per-nozzle droplet measurement and validation.

More particularly, FIG. 8 A provides an illustrative view
depicting an optics system 801 and a relatively large print-
head assembly 803 (i1.e., represented by nozzle plates of
respective printheads 805A/8058, each with a multitude of
individual nozzles, e.g., 807); 1n a typical implementation,
hundreds-to-thousands of nozzles are present. An ink supply
(not shown) 1s fluidically connected with each nozzle (e.g.,
nozzle 807), and a piezoelectric transducer (also not shown)
1s used to jet droplets of ink under the control of a per-nozzle
clectric control signal. The nozzle design maintains slightly
negative pressure of ik at each nozzle (e.g., nozzle 807) to
avoid flooding of the nozzle plate, with the electric signal for
a given nozzle being used to activate the corresponding
piezoelectric transducer, pressurize ink for the given nozzle,
and thereby expel one or more droplets from the given
nozzle. In one embodiment, the control signal for each
nozzle 1s normally at zero volts, with a positive pulse or
signal level at a given voltage used for a specific nozzle to
eject droplets (one per pulse) for that nozzle; 1n another
embodiment, different, tailored pulses (or other, more com-
plex wavetorms) can be used nozzle-to-nozzle. In connec-
tion with the example provided by FIG. 8A, however, 1t
should be assumed that 1t 1s desired to measure a droplet
volume produced by a specific nozzle (e.g., nozzle 807)
where a droplet 1s ejected downward from the printhead (1.¢.,
in the direction “h,” representing z-axis height relative to a
three-dimensional coordinate system 808) to be collected by
a spittoon 809. Note that in a typical application, the
dimension of “h” 1s typically on the order of one millimeter
or less and that there are thousands of nozzles (e.g., 10,000
nozzles) that are to have respective droplets individually
measured in this manner within an operating printer. Thus,
in order to optically measure each droplet with precision
(1.e., droplets originating from a specific one of thousands of
nozzles in a large printhead assembly environment, within
the approximately millimeter measurement window, as just
described), certain technmiques are used 1n disclosed embodi-
ments to precisely position elements of the optics assembly
801, the printhead assembly 803, or both relative to one
another for optical measurement.

In one embodiment, these techniques utilize a combina-
tion of (a) x-y motion control (811A) of at least part of the
optical system (e.g., within dimensional plane 813) to pre-
cisely position a measurement arca 815 immediately adja-
cent to any nozzle that 1s to produce a droplet for optical
calibration/measurement and (b) below plane optical recov-
cry (811B) (e.g., thereby permitting easy placement of the
measurement area next to any nozzle notwithstanding a
large printhead surface area). Thus, in an exemplary envi-
ronment having about 10,000 or more print nozzles, this
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motion system 1s capable of positioning at least part of the
optical system 1n (e.g.) 10,000 or so discrete positions
proximate to the discharge path of each respective nozzle of
the printhead assembly; 1n one embodiment, a continuous
motion system or a system having even finer positioning
capabilities can be used. As will be discussed below, two
contemplated optical measurement techniques include shad-
owgraphy and interferometry. With each, optics are typically
adjusted 1n position so that precise focus 1s maintained on
the measurement area so as to capture droplets in-flight (e.g.,
to eflectively image the droplet’s shadow in the case of
shadowgraphy). Note that a typical droplet may be on the
order of microns in diameter, so the optical placement 1is
typically fairly precise, and presents challenges in terms of
relative positioning of the printhead assembly and measure-
ment optics/measurement area. In some embodiments, to
assist with this positioning, optics (mirrors, prisms, and so
forth) are used to orient a light capture path for sensing
below the dimensional plane 813 originating from the mea-
surement area 815, such that measurement optics can be
placed close to the measurement areca without interfering,
with relative positioning of the optics system and printhead.
This permits eflective positional control 1n a manner that 1s
not restricted by the millimeter-order deposition height h
within which a droplet 1s 1maged or the large scale x and v
width occupied by a printhead under scrutiny. With inter-
ferometry-based droplet measurement techniques, separate
light beams incident from diflerent angles on a small droplet
creates interierence patterns detectable from a perspective
generally orthogonal to the light paths; thus, optics 1 such
a system capture light from an angle of approximately
ninety-degrees ofl of paths of the source beams, but also in
a manner that utilizes below plane optical recovery so as to
measure droplet parameters. Other optical measurement
techniques can also be used. In yet another variant of these
systems, the motion system 811A 1s optionally and advan-
tageously made to be an xyz-motion system, which permits
selective engagement and disengagement of the droplet
measurement system without moving the printhead assem-
bly during droplet measurement. Brietly introduced, it 1s
contemplated in an industnial fabrication device having one
or more large printhead assemblies that, to maximize manu-
facturing uptime, each printhead assembly will be “parked”
1n a service station from time to time to perform one or more
maintenance functions; given the sheer size of the printhead
and number of nozzles, 1t can be desired to perform multiple
maintenance functions at once on different parts of the
printhead. To this eflect, 1n such an embodiment, 1t can be
advantageous to move measurement/calibration devices
around the printhead, rather than wvice-versa. [This then
permits engagement ol other non-optical maintenance pro-
cesses as well, e.g., relating to another nozzle 1f desired.] To
tacilitate these actions, the printhead assembly can be
optionally “parked,” with the system 1dentifying a specific
nozzle or range of nozzles that are to be the subject of optical
calibration. Once the printhead assembly or a given print-
head 1s stationary, the motion system 811A 1s engaged to
move at least part of the optics system relative to the
“parked” printhead assembly, to precisely position the mea-
surement area 815 at a position suitable for detecting a
droplet jetted from a specific nozzle; the use of a z-axis of
movement permits selective engagement of light recovery
optics from well below the plane of the printhead, facilitat-
ing other maintenance operations in lieu of or 1n addition to
optical calibration. Perhaps otherwise stated, the use of an
XyZ-motion system permits selective engagement of a drop-
let measurement system independent of other tests or test
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devices used 1n a service station environment. Note that this
structure 1s not required for all embodiments; other alterna-
tives are also possible, such 1n which only the printhead
assembly moves and the measurement assembly 1s station-
ary or i which no parking of the printhead assembly 1is
necessary.

Generally speaking, the optics used for droplet measure-
ment will include a light source 817, an optional set of light
delivery optics 819 (which direct light from the light source
817 to the measurement area 813 as necessary), one or more
light sensors 821, and a set of recovery optics 823 that direct
light used to measure the droplet(s) from the measurement
arca 815 to the one or more light sensors 821. The motion
system 811A optionally moves any one or more of these
clements together with spittoon 809 1n a manner that permits
the direction of post-droplet measurement light from the
measurement area 815 around spittoon 809 to a below-plane
location, while also providing a receptacle (e.g., spittoon
809) to collect jetted k. In one embodiment, the light
delivery optics 819 and/or the light recovery optics 823 use
mirrors that direct light to/from measurement area 815 along
a vertical dimension parallel to droplet travel, with the
motion system moving each of elements 817, 819, 821, 823
and spittoon 809 as an integral unit during droplet measure-
ment; this setup presents an advantage that focus need not be
recalibrated relative to measurement area 815. As noted by
numeral 811C, the light delivery optics are also used to
optionally supply source light from a location below the
dimensional plane 813 of the measurement area, e.g., with
both light source 817 and light sensor(s) 821 directing light
on either side of spittoon 809 for purposes of measurement,
as generally illustrated. As noted by numerals 825 and 827,
the optics system can optionally include lenses for purposes
of focus, as well as photodetectors (e.g., for non-1imaging
techniques that do not rely on processing of a many-pixeled
“picture”). Note once again that the optional use of z-motion
control over the optics assembly and spittoon permits
optional engagement and disengagement of the optics sys-
tem, and precise positioning of measurement area 813
proximate to any nozzle, at any point in time while the
printhead assembly 1s “parked.” Such parking of the print-
head assembly 803 and xyz-motion of the optics system 801
1s not required for all embodiments. For example, in one
embodiment, laser interferometry 1s used to measure droplet
characteristics, with either the printhead assembly (and/or
the optics system) 1s moved within or parallel to the depo-
sition plane (e.g., within or parallel to plane 813) to 1image
droplets from various nozzles; other combinations and per-
mutations are also possible.

FIG. 8B provides flow of a process associated with
droplet measurement for some embodiments. This process
flow 1s generally designated using numeral 831 1n FIG. 8B.
More specifically, as indicated by reference numeral 833, 1n
this particular process, the printhead assembly 1s first
parked, for example, 1n a service station (not shown) of a
printer or deposition apparatus. A droplet measurement
device 1s then engaged (835) with the printhead assembly,
for example, by selective engagement of part or all of an
optics system through movement from below a deposition
plane 1into a position where the optics system 1s capable of
measuring individual droplets. Per numeral 837, this motion
of one or more optics-system components relative to a
parked printhead can optionally be performed 1n x, y and z
dimensions.

As alluded to previously, even a single nozzle and asso-
ciated nozzle firing drive wavetorm (1.e., pulse(s) or signal
level(s) used to jet a droplet) can produce droplet volume,
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trajectory, and velocity that varies slightly from droplet to
droplet. In accordance with teachings herein, 1n one embodi-
ment, the droplet measurement system, as indicated by
numeral 839, obtains n measurements per droplet of a
desired parameter, to derive statistical confidence regarding
the expected properties of that parameter. In one implemen-
tation, the measured parameter can be volume, whereas for
other implementations, the measured parameter can be tlight
velocity, flight trajectory, nozzle position error (e.g., nozzle
bow) or another parameter, or a combination ol multiple
such parameters. In one implementation, “n” can vary for
cach nozzle, whereas 1n another implementation, “n” can be
a fixed number of measurements (e.g., “24”") to be performed
for each nozzle; 1n still another implementation, “n’ refers
to a minimum number of measurements, such that additional
measurements can be performed to dynamically adjust mea-
sured statistical properties of the parameter or to refine
confidence. Clearly, many variations are possible. For the
example provided by FIG. 8B, 1t should be assumed that
droplet volume 1s being measured, so as to obtain an
accurate mean representing expected droplet volume from a
given nozzle and a tight confidence interval. This mean can
be assigned by a processor in view of pertinent measurement
data, weighted or otherwise. This enables optional planning
of droplet combinations (using multiple nozzles and/or drive
wavetorms) while reliably maintaining distributions of com-
posite mk {fills 1n a target region about an expected target
(1.e., relative to a composite of droplet means). As noted by
optional process boxes 841 and 843, interferometry or
shadowgraphy are contemplated optical measurement pro-
cesses that ideally enable instantaneous or near instanta-
neous measurement and calculation of volume (or other
desired parameter); with such fast-measurement, 1t becomes
possible to frequently and dynamically update volume mea-
surements, for example, to account for changes over time 1n
ink properties (including viscosity and constituent materi-
als), temperature, power supply fluctuation and other fac-
tors. Building on this point, shadowgraphy typically features
capture of an 1mage of a droplet, for example, using a high
resolution CMOS or CCD camera as a light sensor mecha-
nism; while droplets can be accurately imaged in a single
image capture frame at multiple positions (e.g., using a
strobed light source), image acquisition typically involves a
finite amount of time, such that imaging of a suilicient
droplet population from a large printhead assembly (e.g.,
with thousands of nozzles) can take hours. Interferometry,
which relies on multiple binary light detectors and detection
of 1nterference pattern spacing based on output of such
detectors, 1s a non-imaging technique (1.e., that does not
require 1mage analysis) and so produces droplet volume
measurements many orders of time faster (e.g., 50x) than
shadowgraphy or other techniques; for example, with a
10,000 nozzle printhead assembly, 1t 1s expected that large
measurement populations for each of the thousands of
nozzles can be obtained 1n minutes, rendering 1t feasible to
frequently and dynamically perform droplet measurement.
As noted earlier, in one optional embodiment, droplet mea-
surement (or measurement of other parameters, such as
trajectory and/or velocity) can be performed as a periodic,
intermittent process, with the droplet measurement system
being engaged according to a schedule, or 1 between
substrates (e.g., as substrates are being loaded or unloaded),
or stacked against other assembly and/or other printhead
maintenance processes. Note that for embodiments that
permit alternate nozzle drive wavetorms to be used in a
manner specific to each nozzle, a rapid measurement system
(e.g., mterferometric system) readily permits statistical
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population development for each nozzle and for each alter-
native drive wavelorm for that nozzle, thereby facilitating
planned droplet combinations of droplets produced by vari-
ous nozzle-wavelorm pairings, as alluded to earlier. Per
numerals 845 and 847, by measuring expected droplet
volume nozzle-by-nozzle (and/or by nozzle-wavelorm pair-
ing-by-pairing) to a precision of better than 0.01 pL, 1t
becomes possible to plan for very precise droplet combina-
tions per target deposition region, where composite fills can
also be planned to 0.01 pL resolution, and where target
volumes can be kept within a specified error (e.g., tolerance)
range of 0.5% of target volume or better; as indicated by
numeral 847, the measurement populations for each nozzle
or each nozzle-waveform pairing are 1 one embodiment
planned so as to produce reliability distribution models for
cach such nozzle or nozzle-waveform pairing, 1.e., with 36
confidence (or other statistical measure, such as 46, 56, 66,
etc.) relative to allowable droplet tolerance. Once suflicient
measurements are taken for various droplets, fills involving
combinations of those droplets can be evaluated and used to
plan printing (848) 1n the most eflicient manner possible. As
indicated by separation line 849, droplet measurement can
be performed with intermittent switching back and forth
between active printing processes and measurement and
calibration processes; note that to mimmize manufacturing
system downtime, such measurement 1s typically performed
while the printer 1s tasked with other processes, e.g., during
substrate loading and unloading.

FIG. 8C illustrates another embodiment of a method of
droplet measurement, generally represented by numeral 851.
When a printhead 1s mounted or it 1s otherwise desired to
calibrate the droplet measurement system to correct for
positional offset, a calibration routine can be run 1n order to
precisely match droplet measurements with a given print-
head nozzle. In a typical embodiment, this alignment pro-
cess 1s performed with the aid of an “upward facing camera™
or other imaging device that takes an 1mage of a printhead
from beneath, that 1s, looking upward from the perspective
of a substrate at the nozzle plate to i1dentily one or more
printhead fiducials or alignment marks (853). In one
embodiment, the camera (1maging system) can be the same
device as used for droplet measurement, but 1t can also be a
separate 1maging device. For an exemplary printhead hav-
ing, e.g., 1024 nozzles arranged 1n four rows of 256 nozzles,
fiducials on the nozzle plate (not to be confused with
substrate fiducials) are used to determine oflset and rota-
tional skew between the nozzle plate and a grid system
corresponding to the imaging device. Note that in one
embodiment, the fiducials can optionally be specific nozzles
(854), for example, the nozzles closest to the corners of the
printhead (e.g., first and fourth rows, nozzles 1 and 256);
other mechanisms can also be used. In a typical implemen-
tation, printhead configuration data (855) 1s loaded into the
system by software and used to identily these corner nozzles
and used to map address of all nozzles to the 1maging
system’s grid 856, with interpolation relied upon to mitially
estimate position of each nozzle (857). To provide an
example, 1n one embodiment, system soitware 1s designed to
accommodate different printheads with different nozzle con-
figurations, and to this eflect, the system software loads the
printhead configuration data to identily number of rows,
presence of fiducials (1f any), number of nozzles per-row,
average vertical and horizontal offset between rows and
columns of nozzles, and so forth. This data enables the
system software to estimate the position of each nozzle on
the printhead, as mentioned. In one contemplated system,
this calibration process 1s performed once a printhead 1s
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changed, but not 1n between print processes; 1 a different
embodiment, this calibration process 1s performed each time
the droplet measurement system 1s imitialized, e.g., with each
new measurement run in between two print operations.

During production, nozzle (and nozzle-waveform) mea-
surement can be performed on a rolling basis, precessing
through a range of nozzles with each break 1n between
substrate print operations. Whether engaged to measure all
nozzles anew, or on such a rolling basis, the same basic
process of FIG. 8C can be employed for measurement. To
this effect, per numerals 838 and 859, when the droplet
measurement device 1s engaged for a new measurement
(either on the heels of prior measurement or a substrate print
operation), the system software can identily identifies the
next nozzle for which measurements are to be taken (e.g., by
loading a pointer to “nozzle 2,312 for the “312”” nozzle of
a second printhead). In the case of initial measurement (e.g.,
responsive to installation of a new printhead, or a recent
boot-up, or a periodic process such as a daily measurement
process), the pointer would point to a first nozzle for a
printhead, e.g., “nozzle 2,001.” This nozzle either 1s asso-
ciated with a specific imaging grid access or one 1s looked-
up from memory. The system uses the provided address to
advance the droplet measurement system (e.g., the spittoon
and measurement area referenced earlier) to a position
corresponding to the expected nozzle position. Note that 1n
a typical system, the mechanical throws associated with this
movement are quite precise, 1.€., to approximately micron
resolution. The system optionally at this time searches for
nozzle position about the expected micron-resolution posi-
tion, and finds the nozzle and centers on 1ts position (860)
based on 1mage analysis of the printhecad within a small
micron-distance from the estimated grid position. For
example, a z1g-zag, spiral or other search pattern can be used
to search about the expected position for a nozzle. [Note that
in one embodiment, this process can also be manually
performed by adjustment of the printer by a human opera-
tor.] A typical pitch distance between nozzles might be on
the order of 250 microns, whereas nozzle diameter might be
on the order of 10-20 microns. Once the nozzle of interest
1s 1dentified, the software fires a droplet from the nozzle 1n
question and relies on the droplet measurement system to
confirm that the nozzle in-question did indeed fire (which
then confirms the nozzle’s identity). FIG. 8C shows this
process as being performed every time a new nozzle 1s
identified for measurement (e.g., every time the droplet
measurement system moves), but 1t 1s also possible 1n some
embodiments to perform this measurement once (e.g., 1n
situations where the droplet measurement system grid 1s
very tight) during an ofl-line configuration, to store the grid
position for each nozzle, and then to update this position
only when the printhead 1s changed or in response to error
processing. In systems where the mechanics of the droplet
measurement system and/or printhead position are not very
precise, 1t can be advantageous to use an estimate and search
function for each nozzle anytime there 1s a change in the
nozzle under scrutiny. Note that as implied by numeral 861,
in one embodiment, the estimate and search function aligns
the droplet measurement device (and 1ts associated optics) in
cach of three dimensions (xyz) with the printhead nozzle
under scrutiny.

The precise z position of each nozzle (distance relative to
droplet measurement area) 1s then adjusted (862) 1n order to
ensure consistent droplet measurement and/or 1mage cap-
ture. For example, 1t was mentioned earlier that a droplet
measurement system typically determines droplet velocity
and tlight trajectory by measuring each droplet multiple
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times, and calculating these parameters based on distance
(e.g., relative to a centroid of each droplet image). Various
parameters can aflect proper droplet measurement, including
error 1 strobe timing (e.g., for a shadowgraphy-based
droplet measurement system), uncorrected alignment errors
between the droplet imaging system and the nozzle plate,
nozzle process corners and other factors. In one embodi-
ment, a variety of statistical processes are used to compen-
sate for such errors, for example, 1n a manner that normal-
1zes strobe firing relative to droplet measurement locations
across all droplets; for example, 1f a hypothetical printhead
has 1,000 nozzles, then the system can normalize z-axis
oflset from the printhead plate by picking an average oilset
which produces a minimum of positional error while cen-
tering a desired number of droplets (on average across the
1,000 nozzles or subsets thereofl) in the measurement area,
in terms of average droplet image position. Analogous
techniques can be applied to an interferometry-based system
or to other droplet measurement systems.

FIG. 8C shows a droplet measurement arca 863 and a
hypothetical passage of two droplets 864 and 866 through
that measurement area, along respective hypothetical trajec-
tories 863 and 867. Several things should be noted about the
example provided by this FIG. First, velocity and trajectory
measurement 1s seen to be dependent on measuring the same
droplet multiple times (three each 1n the case of droplets 864
and 866). This requirement can be used to properly position
the measurement area relative to the strobe (or imaging
source) firing, by one or more of changing the timing of the
strobe (or light source), changing the drive wavetform used
to launch the associated droplets, changing z-axis position of
the droplet measurement system, and/or changing z-axis
position of the printhead. For example, 1f three droplet
images are expected for a single droplet as the strobe is
repeatedly fired (during a single exposure, 1n the case of a
shadowgraphy-based system), but only two are observed,
the measurement area 1s misaligned 1n height, and 1s
adjusted to eflectively redefine where droplet positions are
captured relative to the measurement area until three expo-
sures are obtained. Naturally, this hypothetical provides an
example only and other implementations might measure
more than 3 strobed droplet exposures or less than 3 expo-
sures. Note also deviation 1n trajectory 865 relative to
trajectory 867 might be due to statistical vanation in the way
the droplets are produced, and so can be optionally used to
build a statistical model representing mean droplet trajectory
(1n terms of alpha and beta angle) and standard deviation 1n
cach of these dimensions. As should be appreciated, while
droplet measurement arcas 863 shows a two-dimensional
droplet depiction (e.g., a yz plane as per the drawing page),
trajectory angle relative to the x axis can be derived from
changes 1n apparent droplet size 1n a given image frame
amongst the multiple strobed exposures, indicating that
droplet 1s getting nearer or farther away from the plane of the
drawing sheet represented by FIG. 8C; analogous interfer-
ence pattern changes are applied 1n the case of interferom-
etry-based techniques.

The scheme represented within measurement 863 can also
be used to measure nozzle row bow. That 1s, as an example,
if 1t 1s assumed that droplets 864 and 866 originate from a
common exact nozzle position, but the reverse trajectory
does not align with the expected y-axis center of the droplet
measurement area (1.e., from the left-to-right relative to the
drawing page) that the nozzle in question could be offset 1n
its y-axis position relative to other nozzles in the same row
or column. As implied by the discussion earlier, such aber-
ration can lead to 1dealized droplet firing deviations that can
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be taken into account in planning precise combinations of
droplets, 1.e., preferably, any such row “bow” or individual
nozzle oflset 1s stored and used as part of print scan
planning, as discussed earlier, with the printing system using,
the differences of each individual nozzle in a planned
manner rather than averaging out those differences. In an
optional variation, the same technique can be used to deter-
mine non-regular nozzle spacing along the x-axis, although
tor the depicted embodiment, any such error 1s subsumed 1n
correction for droplet velocity deviations (e.g., any such
spacing error can be corrected for by adjustments to nozzle
velocity). To determine y-axis bow of a nozzle producing
droplets 864 and 866, the respective trajectories 865 and 867
are ellectively reverse plotted (or otherwise mathematically
applied) with other measurement trajectories for the same
nozzle and used to identily a mean y-axis position of the
specific nozzle under scrutiny. This position may be oflset
from an expected location for such a nozzle, which could be
evidence of nozzle row bow.

As stated before and as implied by this discussion, one
embodiment builds a statistical distribution for each nozzle
for each parameter being measured, for example, for vol-
ume, velocity, trajectory, nozzle bow, and potentially other
parameters (868). As part of these statistical processes,
individual measurements can be thrown out or used to
identify errors. To cite a few examples, 1I a droplet mea-
surement 1s obtained having a value that 1s so far removed
from other measurements of the same nozzle that the mea-
surement could represent a firing error; in one implementa-
tion, the system discards this measurement if deviant to a
point that exceeds a statistical error parameter. If no droplet
1s seen at all, this could be evidence that the droplet
measurement system 1s at the wrong nozzle (wrong posi-
tion), or has a firing waveform error or that a nozzle under
scrutiny 1s 1tnoperative. Measurement error handling process
869 1s employed to make appropriate adjustments including
taking any new or additional measurements as necessary. Per
numeral 870, each measurement 1s advantageously stored
and used to build the pertinent statistical distributions, with
the system then looping to perform measurement for addi-
tional droplets from the same nozzle until sutlicient robust-
ness to measurement error 1s obtained. This loop (871) 1s
seen 1n FIG. 8C to indicate performance until n droplets are
obtained for each nozzle or each nozzle-waveform pairing.
When a sufliciently robust distribution has been obtained,
the system calculates (stores) and assigns the desired statis-
tical parameter(s) (e.g., mean, standard distribution for each
measure parameter) to the given nozzle (872) and executes
any appropriate error handling process 873 (such as vali-
dating the nozzle just measured or deeming 1t or an associ-
ated wavelorm 1noperative) and then moves on to the next
firing wavelorm or next nozzle (874), as approprate. That 1s,
with a measurement distribution for a given nozzle or
nozzle-waveform pairing having been completed, the sys-
tem software can identily the next nozzle to be measured
(874, e.g., by updated an address pointer) and then returns
per numeral 876 to move the droplet measurement system
and to perform the next measurement, as appropriate. Alter-
natively, per numeral 875, if time 1s up, and the system 1s
being called upon to print another substrate as part of a
manufacturing line, the system updates any scanning opera-
tions based on newly procured data (1f any), stores the
“next” nozzle’s address, and returns to substrate printing
(875). In one embodiment, after such a printing operation 1s
complete, during a prospective break (or maintenance down-
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time), the system retrieves the stored nozzle address and
particulars of droplet measurement and continues where 1t
lett off.

Note that, although not separately called out by FIG. 8C,
the depicted measurement process would typically be per-
formed for each alternate waveform available for use with
cach nozzle. For example, 11 each nozzle had four different
piezoelectric drive wavelorms that could be selected, the
inner process loop 871 of FIG. 8C would generally be
repeated 4*n times; if a particular implementation called for
the building of a statistical distribution based on 24 droplets
for each wavetorm, then there might be 96 such measure-
ments for one nozzle (24 for each of four wavetorms), with
cach measurement being used to develop statistical mean
and spread measures for each of droplet velocity, trajectory
and volume, and for estimated nozzle position (e.g., for
purposes of assessing nozzle bow).

FIG. 8D provides a flow diagram relating to nozzle
qualification. In one embodiment, droplet measurement 1s
performed to yield statistical models (e.g., distribution and
mean) for each nozzle and for each wavelorm applied to any
given nozzle, for any of and/or each of droplet volume,
velocity and trajectory. Thus, for example, if there are two
choices of wavetorms for each of a dozen nozzles, there are
up to 24 wavelorm-nozzle combinations or pairings; 1n one
embodiment, measurements for each parameter (e.g. vol-
ume) are taken for each nozzle or wavelorm-nozzle pairing
suilicient to develop a robust statistical model. Note that
despite planning, i1t 1s conceptually possible that a given
nozzle or nozzle-wavetorm pairing may vield an exception-
ally wide distribution, or a mean which 1s sufliciently
aberrant that 1t should be specially treated. Such special
treatment applied in one embodiment i1s represented con-
ceptually by FIG. 8D.

More particularly, a general method 1s denoted using
reference numeral 881. Data generated by the droplet mea-
surement device 1s stored 1 memory 885 for later use.
During the application of method 881, this data 1s recalled
from memory and data for each nozzle or nozzle-wavetform
pairing 1s extracted and individually processed (883). In one
embodiment, a normal random distribution 1s built for each
variable to be qualified, as described by a mean, standard
deviation and number of droplets measured (n), or using
equivalent measures. Note again that other distribution
formats (e.g., Student’s-T, Poisson, etc.), can be used. Mea-
sured parameters are compared to one or more ranges (887)
to determine whether the pertinent droplet can be used in
practice. In one embodiment, at least one range 1s applied to
disqualify droplets from use (e.g., i the droplet has a
sufliciently large or small volume relative to desired target,
then that nozzle or nozzle-waveform pairing can be
excluded from short-term use). To provide an example, 1f
10.00 pL droplets are desired, then a nozzle or nozzle-
wavelorm linked to a droplet mean more than, e.g., 1.5%
away from this target (e.g., <9.85 pL or >10.15 pL) can be
excluded from use. Range, standard deviation, variance, or
another spread measure can also or instead be used. For
example, 1f 1t 1s desired to have droplet statistical models
with a narrow distribution (e.g., 30<<1.005% of mean), then
droplets with measurements not meeting this criteria can be
excluded. It 1s also possible to use a sophisticated/complex
set of criteria which considers multiple factors. For example,
an aberrant mean combined with a very narrow spread might
be okay, e.g., 1f spread (e.g., 30) away from measured (e.g.,
aberrant) mean p 1s within 1.003%, then an associated
droplet can be used. For example, 1f 1t 1s desired to use
droplets with 30 volume within 10.00 pL+0.1 pL, then a
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nozzle-waveform pairing producing a 9.96 pL mean with
+0.8 pL 30 value might be excluded, but a nozzle-wavetorm
pairing producing a 9.93 pL. mean with £0.3 pLL 30 value
might be acceptable. Clearly many possibilities are possible
according to any desired rejection/aberration criteria (889).
Note that this same type of processing can be applied for
per-droplet tlight angle and velocity, 1.e., 1t 1s expected that
flight angle and velocity per nozzle-wavetform pairing will
exhibit statistical distribution and, depending on measure-
ments and statistical models derived from the droplet mea-
surement device, some droplets can be excluded. For
example, a droplet having a mean velocity or tlight trajec-
tory that 1s outside of 5% of normal, or a variance in velocity
outside of a specific target could hypothetically be excluded
from use. Diflerent ranges and/or evaluation criteria can be
applied to each droplet parameter measured and provided by
storage 8835.

Note that depending on the rejection/aberration criteria
889, droplets (and nozzle-waveiform combinations) can be
processed and/or treated in different manners. For example,
a particular droplet not meeting a desired norm can be
rejected (891), as mentioned. Alternatively, 1t 1s possible to
selectively perform additional measurements for the next
measurement iteration of the particular nozzle-waveform
pairing; as an example, 11 a statistical distribution 1s too
wide, 1t 1s possible to specially perform additional measure-
ments for the particular nozzle-wavelorm pairing so as to
improve tightness of a statistical distribution through addi-
tional measurement (e.g., variance and standard deviation
are dependent on the number of measured data points). Per
numeral 893, 1t 1s also possible to adjust a nozzle drive
wavelorm, for example, to use a higher or lower voltage
level (e.g., to provide greater or lesser velocity or more
consistent tlight angle), or to reshape a wavetform so as to
produce an adjusted nozzle-wavelorm pairing that meets
specified norms. Per numeral 894, timing of the waveform
can also be adjusted (e.g., to compensate for aberrant mean
velocity associated with a particular nozzle-waveform pair-
ing). As an example (alluded to earlier), a slow droplet can
be fired at an earlier time relative to other nozzles, and a fast
droplet can be fired later in time to compensate for faster
flight time. Many such alternatives are possible. Finally, per
numeral 893, any adjusted parameters (e.g., firing time,
wavetorm voltage level or shape) can be stored and option-
ally, if desired, the adjusted parameters can be applied to
remeasure one or more associated droplets. After each
nozzle-waveform pairing (modified or otherwise) 1s quali-
fied (passed or rejected), the method then proceeds to the
next nozzle-waveform pairing, per numeral 897. Once
again, specific droplet particulars are advantageously taken
into account in deriving print grid firing instructions to
ensure homogeneity 1n any transformed deposition param-
cters (at least on a local basis). In one embodiment, nozzle
particulars are weighted into the transform computation for
cach grid point. In another embodiment, print grid point
firing decisions are made on a weighted basis dependent on
transformed template print 1mage overlap (as discussed
above), with a second process used to cull, redistribute or
otherwise adjust firing decisions made for grid points which
correspond to an aberrant droplet or nozzle; 1n other words,
nozzle firing decisions can be made 1 a {first transform
process, and then a second error correction process can be
applied to take into account nozzle or droplet particulars.
Other alternatives are also possible.

Through the use of precision mechanical systems and
droplet measurement system alignment techniques, the dis-
closed methodology permits very high accuracy measure-
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ment of individual nozzle characteristics, including mean
droplet metrics for each of the mentioned parameters (e.g.,
volume, velocity, trajectory, nozzle position, droplet landing
position, nozzle bow and other parameters). As should be
appreciated, the mentioned techniques facilitate a high
degree of uniformity 1n manufacturing processes, especially
OLED device manufacture processes, and therefore enhance
reliability 1 the finished products. By providing for control
elliciencies, particularly as to speed of droplet measurement,
the stacking of such measurement against other system
processes and the mcorporation of alignment error correc-
tion processes, the teachings presented above help provide
for a faster, less expensive manufacturing process designed
to provide both tlexibility and precision 1n the fabrication
pProcess.

FIGS. 9A-9C are used to illustrate an exemplary run-time
printing process for a product array, once again, taking the
example of one or more flat panels on a substrate.

FIG. 9A depicts a substrate 901, with a number of
dashed-line boxes representing individual panel products.
One such product, seen in the bottom left of the FIG., 1s
designated using reference numeral 902. Each substrate (in
a series of substrates) in one embodiment has a number of
alignment marks, such as represented by numeral 903. In
one embodiment, two such marks 903 are used for the
substrate as a whole, enabling adjustment for substrate
positional offset, rotation error, and scale error, and in
another embodiment, three or more such marks 903 are used
to facilitate adjustment for skew error. In vet another
embodiment, each panel (such as any of the four depicted
panels) 1s accompanied by per-panel alignment marks, such
as marks 905. These alignment marks can be used to perform
independent error processing per panel or per product; once
again, a sullicient number or density of such marks (e.g.,
three or more per panel or other product) enables compen-
sation for non-linear errors. These marks can be in addition
to or 1 lieu of substrate fiducials 903. In yet another
embodiment, alignment marks are reproduced at regular
intervals without regard to panel position (e.g., such as
represented by ovals 909). Whichever scheme 1s used, one
or more cameras 906 are used to image the alignment marks
in order to detect the errors just referenced. In one contem-
plated embodiment, a single motionless camera 1s used, and
the transport mechanism of the printer (e.g., a handler and/or
air flotation mechanism) moves the substrate to position
cach alignment mark 1n sequence in the field of view of the
single camera; in a different embodiment, the camera 1s
mounted on a motion system for transport relative to the
substrate. In yet another embodiment, as discussed below,
low and high magnification images are taken, the low
magnification 1image to coarsely position a fiducial for high
resolution magmification, and the high magnification 1image
to 1dentify precise fiducial position according to a printer
coordinate system. Reflecting on the earlier discussion, 1n
one embodiment, the transport mechanism of the printer
controls motion to within about a micron of mtended posi-
tion; the system therefore 1s able to precisely track position
in software and can compute errors relative to a printer-
based or substrate-based coordinate system.

In a typical implementation, printing will be performed to
deposit a given material layer on the entire substrate at once
(1.e., with a single print process providing a layer for
multiple products). To illustrate this, FIG. 9A shows two
illustrative scans 907 and 908 of a printhead along the long
axis of the substrate; i a split axis printer, the substrate 1s
typically moved back and forth (e.g., 1n the direction of the
depicted arrows) with the printer advancing the printhead
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positionally (i1.e., 1n the vertical direction relative to the
drawing page) in between scans. Note that while the scan
paths are depicted as linear, this 1s not required 1 any
embodiment. Also, while the scan paths (e.g., 907 and 908)

are 1llustrated as adjacent and mutually-exclusive in terms of 5

covered area, this also 1s not required 1n any embodiment
(e.g., the printhead(s) can be applied on a fractional basis
relative to a print swath, as necessary). Finally, also note that
any given scan path typically passes over the entire printable
length of the substrate to print a layer for multiple products
in a single pass. Each pass uses nozzle firing decisions
according to the print image (as distorted or corrected), and
cach firing decision applies a selected, programmed wave-
form to produce a desired droplet volume, trajectory and
velocity. Advantageously, processors on board the printer (as
introduced previously) perform both nozzle/droplet mea-
surement and qualification and update of parameters, detec-
tion of per-substrate or per-panel particulars, correction of a
template, and programming of nozzle firing data (see, e.g.,
“data” and “drive wavetorm ID” from FIG. 5B) that will be
used 1n association with binary nozzle firing decisions (see
e.g., “trigger (fire)” signal from FIG. 53B). Once printing 1s
finished, the substrate and wet 1nk (1.e., deposited liquid) can
then be transported for curing or processing of the deposited
liquid mto a permanent layer. For example, returning brietly
to the discussion of FIG. 6B, a substrate can have “ink”
applied 1n a printing module 6235, and then be transported to
a curing chamber 641, all without breaking the controlled
atmosphere (1.e., which 1s advantageously used to inhibit
moisture, oxygen or particulate contamination).

FIG. 9B illustrates one alignment and detection process
911 for a manufacturing operation, again using an example
of flat panel device fabrication. Note that many alternative
processes are possible and that FIG. 9B provides an example
only. The process uses a tripartite method of operation,
where the new substrate 1s first roughly aligned mechani-
cally, where alignment marks are then optically measured,
and finally, where software processes correct for fine (vir-
tual) alignment. When a new substrate 1s loaded, a robot first
places the substrate onto printer lift pins, which are used to
advance the substrate to a vacuum gripper. The gripper
moves the substrate while 1t 1s supported by an air floatation
table and the substrate 1s advanced to a position where 1t 1s
roughly aligned and in position for optical measurement
(1.e., to locate fiducials). Note that the system 1s programmed
for rough substrate particulars, such that a camera control
system (or other imaging device) 1s actuated and/or activated
as necessary to image an area in which fiducial presence 1s
expected). First, a low magnification 1mage 1s captured and
the substrate repositioned, aifter which a higher magnifica-
tion 1mage 1s used to precisely detect fiducial position.
During either stage of optical measurement, a search process
(e.g., spiral) 1s used to find each fiducial as appropriate. The
system then proceeds to measure a second (and/or greater
order fiducial as appropriate), e.g., to help i1dentity the
precise position, orientation, skew and/or scale of the sub-
strate as appropriate; as noted earlier, this process can also
be applied on a per-panel basis or, indeed, for each and every
fiducial so as to obtain position/distortion mnformation at a
resolution appropriate to the pertinent error correction pro-
cess. Detected fiducial parameters (such as position, size,
shape, rotation, skew, or associated fiducial reference points)
can be compared to expected parameters for such fiducials,
to detect error. As noted, any detected error can involve one
or more of translational, rotational, scaling or skew error, or
a superposition of multiple such errors. Based on detected
error, printer control data 1s built that corrects for any error
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so that printing will be 1n the “right place.” As noted at the
right side of the figure, based on alignment mark determi-
nation, system soltware corrects for error by operation upon
the template. As noted earlier, the template 1s retrieved, and
the instance of this template 1s then manipulated (rendered)
as appropriate to generate nozzle firing decisions as appro-
priate via the aforementioned error correction process (or
another equivalent process). Printing 1s performed thereat-
ter.

FIG. 9C provides an illustrative diagram used to discuss
substrate error correction in software. In one embodiment,
generally represented by numeral 921, data 1s first retrieved
(923) representing the layer to be printed, e.g., according to
a substrate or panel recipe, or both. As noted by numeral
925, this information 1s typically maintained as a template,
with a copy or “instance” of the data being retrieved,
adapted to error, sent to the printer, and then discarded (i.e.,
to avoid data contamination from earlier substrate process-
ing during process of the next substrate). These processes
are variously represented 1in FIG. 9C.

With a copy of the template in hand, per numeral 927, the
system detects substrate geometry; as noted by numerals
928-932, the detection process can be performed one time
(e.g., before printing starts, or as a new substrate 1s loaded),
intermittently (e.g., the printing process can be interrupted
or fiducial capture can occur for each of plural subdivisions
of the substrate, e.g., for each panel), 1t can be repeated or
it can be performed on a continuous basis. As specifically
noted by numeral 931, 1n one embodiment, multiple, differ-
ent fiducials are used to permit detection and correction for
different types of linear and non-linear errors. Once errors
have been detected, the system then calculates a transior-
mation, per numeral 935. For example, 1n one embodiment,
error 1s linear across the substrate, and so a simple linear
equation 1s derived and used to render the cached template
in order to generate printer control data. In other embodi-
ments, error can be modeled by a quadratic or other poly-
nomial, 1n a manner that 1s discontinuous (e.g., according to
region), or in some other manner. In a parallel processing
embodiment, a master or supervisory processor makes this
determination and then assigns processing to discrete cores
or processors. Per numeral 937, the system then proceeds to
find pertinent data from the retrieved instance of the tem-
plate to modily and/or use to assign nozzle firing decisions
to mitigate error. Per numerals 938-941, and as discussed
previously, in an embodiment where the template takes the
form of a bitmap of nozzle firing data, the system can base
error adaptation to a “closest” pixel 1n the template to an
error vector position, a weighted measure of multiple pixels
from the template, or 1n some other manner. Per numeral
940, an afline transform can be applied, with a process
essentially performing matrix math on a “tile” of print grnid
points 1n order to obtain new firing decisions; for example,
such a transform can weight template data by oflset, rotation
and other factors to obtain data for “transformed space”
corresponding to true substrate position (and orientation,
skew, etc.). Other processes can also be performed, per
numeral 941. With nozzle assignments made, the system can
then also optionally invoke post-position compensation pro-
cessing in order to rectify fill or ink density errors for
discrete areas of the substrate. Several options and types of
processing are represented i FIG. 9C (these will also be
discussed generally below in connection with FIGS. 10A-E).
For example, numeral 951 illustrates a hypothetical fluidic
well that will hold a light generating element of an OLED
display panel, overlaid by the print grid 953, and with a
particular node or droplet position indicated by numeral 954.
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IT positional error results in too many or too few droplets
within the confines of well 951, an antialiasing process can
be applied to check the number of droplets that will fall
within the well; for example, 1t could be that rotation of the
print grid changes the number of droplets that will fall within
the well given a droplet density represented by the tem-
plate—the antialiasing process detects this 1ssue and modi-
fies (945) nozzle assignments from the position compensa-
tion process so that the correct number and/or volume of
droplets will be deposited within the well. As indicated at the
right side of the FIG., via numerals 946-948, droplet par-
ticulars and/or nozzle validation can be factored into this
process as well. For example, if the droplet for node 954 has
stored droplet parameters indicating positional error (e.g.,
the expected firing trajectory has error o, p which would
cause the droplet to land outside the depicted tluidic well),
this 1ssue can also be corrected (945) by software, which
examines particulars for other “nodes” which fall within the
well to determine which ones should have firing decisions
changed so as to meet required fill parameters. Similarly, 1if
a validation process 1s used and a firing decision 1s assigned
by the position compensation process to an moperative (or
disqualified) nozzle, this 1ssue can be detected and corrected
(945) by software. As noted earlier, 1n still another embodi-
ment, droplet parameters can be measured in situ, and
periodically updated, to provide a robust, current data set
that accounts for changing conditions. Generally speaking,
step 945 corrects for fill and aliasing errors, to ensure that
liquid delivery will meet required particulars for deposition.
It there 1s an error that cannot be addressed or accounted for,
detected per process 9355, then an exception handling routine
(957) 1s called, typically to adjust or recompute scan paths
so as to address the error 1n question, or to newly render data.
If errors have then been fully mitigated, output data is then
stored and/or sent to the printer and printhead as appropriate,
per numeral 959. Note that in one embodiment, system
software further detects repeated error that 1s correlated
among substrates, and 1t can then optionally update the
cached template (1.e., per 961) to “learn” the repeatable error
and adapt the template to that error. For example, it could be
that positional error 1s caused 1n a given system by an
unintended protrusion 1n a system edge guide for the sub-
strate, which causes a substrate to “lurch” slightly at a
particular position 1n 1ts motion or relative to a specific
position; these and other repeatable errors can be learned by
the system and used to reduce per-job error processing. This
technique will be further discussed below 1n connection with
FIG. 10FE.

FIGS. 10A-10E are used to show different types of error
compensation techmques that can be applied, 1.e., variously
in the assignment of nozzle firing decisions, 1n the adjust-
ment of droplet particulars for a particular node of the print
orid, and/or as a post-position compensation process.

More particularly, FIG. 10A shows a flowchart 1001
relating to droplet assignment and/or droplet adjustment in
a region; for example, such a technique can be applied to
halitoning on a localized basis (1.e., to deposit tluid that wall
spread to provide blanket coverage at a calibrated thickness),
or to an aggregate fill within a fluidic well (e.g., as discussed
above 1n connection with FIG. 9C). The method first 1den-
tifies the region or well 1n question, per numeral 1003, and
the desired number of droplets or desired fill volume. Per
numeral 1005, the system then retrieves statistical mean and
variance ol droplet parameters for each nozzle and/or nozzle
drive waveform; this data provides an understanding of
expected droplet parameters with a degree of confidence.
Note that as represented by the parameters v, a and 3, 1n one
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embodiment, the system retrieves from memory parameters
representing expected droplet volume and expected two-
dimensional droplet landing position, as well as variance of
these parameters. System soltware then proceeds to simulate
the fill to determine whether expected ink density (or
aggregate volume) meets predetermined thresholds; 1n one
embodiment, the system simply determines eligible combi-
nations of droplets needed to meet the predetermined thresh-
olds and 1t then selects one of these eligible combinations
(1.e., In a manner which optimizes the ability to do this
simultaneously for multiple regions 1 a scan-swath tra-
versed by the printhead(s)). In another embodiment, the
system simply selects a number of droplets and then post-
adjusts the combination of droplets 1 that combination
would be expected to produce a result outside of the pre-
determined threshold. Per numerals 1006, 1007 and 1008,
the system can in one embodiment select a different drive
wavelorm for a given nozzle (e.g., one of sixteen prepro-
grammed wavelorms as described earlier), or it can select a
different nozzle, or check to see whether a specific nozzle 1s
available. Per numeral 1009, the system adjusts nozzle
assignments (1including drive waveform selection informa-
tion) as necessary, and the print process 1s then again
scrutinized for error (1011, e.g., suitability of predetermined
scan paths and number of scans). If there 1s an error, the
system can adjust the printhead offset for a given scan path
(1012) and/or adjust the number of scans (1013). It there 1s
no error, the method ends (1014) with assigned data being
output to the printer as previously discussed.

FIG. 10B provides another flowchart 1021 relating to
template adjustment, this time as a post-error correction
step. Per numeral 1023, for each of N regions or fluidic
wells, system soltware proceeds to identify well position, for
example, based on the detected error data. At step 1023, the
soltware reviews the firing decisions for print grid nodes
talling within the region of interest, and retrieves a mean ()
and standard deviation or other spread measure (e.g., 0) for
cach such parameter (1026). Following a simulation (1027)
of aggregate volume for the region, or volume distribution,
the system then determines whether this volume or distri-
bution conforms to predetermined thresholds, for example,
a minimum threshold (Thl) and a maximum threshold
(Th2), per numerals 1029 and 1031. If the volume or
distribution does not conform to the predetermined thresh-
olds, then the system software proceed to adjust droplet
and/or wavelorm assignments, as indicated by numerals
1033, 1035 and 1036, until the volume or distribution does
conform to the predetermined thresholds. In one embodi-
ment, because multiple waveforms are available for each
nozzle and have been selected 1n advance to produce delib-
erate variation in droplet volume, error can be compensated
for without changing scan path simply by assigning a new
firlng waveform to the particular print grid node; if this
wavetorm differs from another firing decision for the same
printhead nozzle, then 1s up to the system to schedule
selection of a different “default” wavetorm for the particular
nozzle i between nozzle firings (see, 1.e., the “trigger (fire)”
signal depicted 1n FIG. 5B). The system then saves the
pertinent nozzle data as appropriate, per numeral 1037. As
noted by optional process block 1039, 11 there 1s no suitable
wavelorm which has been programmed for a particular
nozzle, in one embodiment, the system can at this time add
a wavelorm or reprogram a selected wavelform 1n an attempt
to improve the firing particulars obtainable from a given
nozzle.

FIG. 10C shows a flowchart 1041 of a process where
nozzle/waveform data 1s factored into rendering of an
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instance of the template to account for substrate or panel
error. More specifically, as indicated by numerals 1043-
1047, the system can retrieve nozzle drive particulars cor-
responding to a bitmap (e.g., the template 1n bitmap form).
For example, again using an example where a new print grid
node firing assignment i1s based on a weighted average of
four print pixels corresponding to a template, if the four

assigned nozzles were expected to produce 10.00, 10.30,
10.00 and 10.20 pL droplets, respectively, then this infor-
mation can be taken 1nto account and used to select either a
nozzle or a nozzle waveform to deposit droplets onto a
misaligned substrate. Returning to the example of fluidic
well 951 from FIG. 9C, any print grid nodes (e.g., 954)
talling within the depicted well and assigned to fire can be
potentially used to obtain an aggregate volume for the fluidic
well, and the system can eflectively weight the four print
pixels 1n this hypothetical and select a new grid point (e.g.,
nozzle, or firing time) and associated drive wavetorm (i
multiple waveforms are available) to produce a droplet
having expected volume parameters corresponding to the
welghted combination of the four print pixels. Per numeral
1049, the software can apply any smoothing as desired (e.g.,
adjustment of neighboring print pixels or ensuing droplet
selection as necessary) and, once again, write output data
(including a selected drive waveform) to memory; this
output data will then be ultimately sent to the printer to
control printing. Per numeral 1053, the system can assume
a fixed scan pattern (1.¢., and simply assign nozzles and drive
waveforms 1n a manner to address error) or, in another
embodiment, 1t can revisit and re-optimize scanning (raster-
ization), for example, by changing scan paths, printhead
oflsets, the number of scans, or other particulars, all with an
eye toward mimmizing printing time; these optional features
are represented by numerals 1055 and 1057.

FIG. 10D shows yet another tlowchart 1061, relating to
halftone (1.e., drop density) adjustment. In connection with
this embodiment, i1t should be assumed that 1t 1s desired to
control the ink drop density, for example, to provide blanket
coverage over a region of the substrate with deposited 1nk,
but such that the ink droplets are deposited with a density
that imparts a desired layer thickness (1.e., given limited
spreading characteristics of each droplet). Such a process 1s
especially usetul to creating barrier layers, encapsulation
layers or other layers where 1t 1s desired that layer thickness
be consistent over a relatively large area. Per numeral 1063,
once again, 1t 1s assumed that some portion of data from the
template 1s to be rendered to compensate for substrate and/or
panel positional error. Per numerals 1067, 1069 and 1071,
the software 1n this embodiment retrieves expected droplet
volume, position and variance and desired layer parameters
(e.g., such as thickness and haliftone density or ink density
needed to produce the desired thickness). The system then
selects nozzles and drive waveforms from an available pool
(e.g., nozzles that will pass over the particular area assuming
a particular scan path), in a manner calculated to promote the
same 1nk density represented by the original template data.
For example, if 1t 1s desired to produce a five micron thick
encapsulation layer, the system (a) identifies nozzles that
will pass over each area, desired ink density needed to
produce the desired thickness, per-nozzle and per-waveform
droplet particulars, (b) applies a mathematical function to
select nozzles and drive wavetforms that will produce the
desired density (i.e., which 1s then rolled 1nto nozzle selec-
tion for adjacent regions as well), and it then outputs printer
control data. Note that in planning a halftone or density
pattern, the system software typically takes care to plan
depositions to deposit an even density of flud, e.g., balanc-
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ing “heavy” droplets (e.g., 11.00 pL) with “light” droplets
(e.g., 9.00 pL) 1n terms of droplet distribution 1f a consistent
volume (e.g., 10.00 pL) 1s unavailable given nozzle particu-
lars. Once again, per numeral 1073, the output particulars
are once again scrutinized for error (e.g., mability of a scan
path to produce required results) and, 11 no error 1s found,
data 1s output to the printer (1075) or conversely, if error 1s
found, an exception process 1s called (1077, e.g., to reassess
rasterization). Other alternatives will occur to those skilled
in the art.

Finally, FIG. 10E provides a flowchart 1081 relating to
updating the stored template for repeatable error, e.g., as
introduced above 1n connection with FIG. 9C. For each new
substrate, the depicted method compares deviation from
expected position (1083) with past errors, which have been
stored 1n memory per numeral 1085. The system software
attempts to detect correlation 1n the error (e.g., as opposed
to unique substrate error), per numeral 1087. Per numerals
1088-1090, the degree of correlation sought can be based on
some sort of calibration (1.e., to set an expected substrate
norm), the continual monitoring of fiducials for successive
substrates, or based on dead reckoning). The system eflec-
tively “learns” patterns in the errors, for example, based on
regression soitware, a neural net or other adaptive process,
and 1t then modifies the template as appropriate and updates
a history of deviation data, per numerals 1091 and 1093.
Finally, per numeral 1095, the software corrects the current
substrate for any uncorrected error (e.g., unique error) and
outputs data to the printer as has previously been described.

As noted earlier, 1t 1s generally desired to perform printing
quickly, so as to mimmize processing time and increase
throughput; 1n one embodiment, a substrate that 1s on the
order of two meters wide and long can have a layer depos-
ited uniformly over 1ts surface in less than 90 seconds per
layer; in another embodiment, this time 1s 45 seconds or less.
It 1s therefore advantageous in such an application that
rendering and per-substrate (or per product) error mitigation
be performed as rapidly as possible.

FIGS. 11 A-11B are used to introduce a parallel processing,
architecture to facilitate this processing speed. As should be
apparent, with precision manufacturing (e.g., printing a layer
of many TV screens at one, each having millions of pixels),
solftware adjustment of a detailed print grid to generate
printer control data could take several seconds. The archi-
tecture and processes presented 1 FIGS. 11A-11B are used
to reduce this time, 1deally to two seconds or less.

More particularly, as represented 1in FIG. 11A, a copy of
a cached print 1mage, stored recipe data or other pertinent
source data representing 1deal printing 1s first retrieved. A
master or supervisory processor 1103 would have already
been made aware of any substrate configuration data, and so
would have an understanding of the number of products
(panels) and their respective expected locations. The super-
visory processor 1103 receives alignment data and computes
error (e.g., for each panel or product on an independent
basis). Panel processing, or error compensation at a sub-
panel level 1s optional, 1.e., the disclosed techniques can be
applied even where an instance of the print 1mage 1s con-
formed on a basis that 1s linear throughout the specific
substrate. The system also includes a set of parallel proces-
sors 1105, 1n one embodiment, a multicore processor or a
graphics processing unit (GPU). A GPU typically includes a
large number of cores 1107 (e.g., hundreds to thousands),
cach of which 1s (or many of which are) utilized in this
embodiment to perform processing 1n parallel. The super-
visory processor 1103, dependent on panel definition,
desired error correction and other factors, makes a decision
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as to how many parallel threads or processes should be used
to perform transformation of the imstance of the template
print 1image. In connection with this process, the supervisory
processor subdivides the overall print area for the substrate
as appropriate, assigns any pertinent transformation params-
cters to the pertinent core or processor, and stores (caches)
the instance of the template print 1mage 1n an embedded
DRAM 1109. Note that the embedded DRAM advanta-
geously includes multiple banks, ports or arrays 1111, each
having a register 1111A used by one or more of the cores
1107 for error correction and rendering of printer control
data (including transformation and overlay of any source
data). The embedded memory 1s advantageously structured
for parallel access such that accesses by one core or pro-
cessor do not limit bandwidth of another core or processor.
To thus eflect, the architecture can feature an ultra-wide
access path 1113 (e.g., featuring hundreds of data access
lines, as appropriate) such that each core can access memory
1109 1n parallel. Note that, in one implementation, the
manner of storing the source data 1s dependent on processor
or core assignment, such that each core or processor has
access to the data it needs for transformation and to a write
area for transformed printer control data. In one contem-
plated implementation, the supervisory processor 1103 does
not necessarily use every available core or processor, but
assigns cores or processors to handle discrete products (e.g.,
panels) or mutually exclusive parts of a panel or product. For
example, 11 a hypothetical panel has 15 panels and the
system 1ncludes 31 parallel processing units, the supervisory
processor might assign 2 parallel processing units, each unit
to process one half of a panel. The supervisory processor
would direct portions of the template to embedded DRAM
for storage as appropnate, would write any transformation
parameters (e.g., skew algorithm) into the pertinent registers
1111 A for each memory bank or array (i.e., for each core or
parallel processor) and would then await a signal form each
core or processor that 1ts processing 1s complete. The output
1s then a transformed per-substrate set of printer control data,
distorted to adapt printing to any per-substrate or per-
product variations, to precisely place the to-be-deposited
layer of material 1n question. Note that as represented by
numerals 1115 and 1117, each of the supervisory processor
and the respective cores or processors are governed by
instructions stored on non-transitory machine-readable
media that control the respective supervisory processor, core
or processor to perform specific processing functions, as has
been described earlier. Also, note that the embedded DRAM
can be designed to provide a form of direct memory access
(DMA), such that rendered data can be written to memory
by one processor core (as available) and unloaded by
independent means (1.¢., while the one processor core pro-
ceeds to adjust other data to correct for positional error).
FIG. 11A shows a number of additional implementation
options at the right side of the FIG. First, as noted earlier,
cach panel can be assigned to one or more respective cores
or processors, as represented by numeral 1119. As 1 a
typical manufacturing process, sequences of substrates will
use the same recipe or template, the configuration repre-
sented by option 1119 i1s typically a fixed cost (e.g., the
supervisory processor 1103 typically does not need to
recompute assignments or change data storage parameters
for respective substrates. Second, per numeral 1120, given
this fixed assignment, the supervisory processor can option-
ally assign respective transiormations per core; while the
examples above generally separately discuss oflset, rotation,
scale and skew corrections, 1 a typical implementation,
transformation can be complex, involving any combination
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of these corrections, as appropriate. The supervisory pro-
cessor computes the pertinent transformation and then
assigns the computed transformation to the proper processor
or core, which then executes his transformation on all
allected template data which 1t has been assigned. As
represented by numeral 1120, 1 one embodiment, each
transformation 1s provided to a respective processor(s) or
core(s). Per numeral 1123, 1n one embodiment, storage of
pre-processed template data or transformed data can be
striped. That 1s to say, it was earlier noted that a transior-
mation may involve weighting of firing decisions four
overlapping pixels on a (translated) print 1image or print
image data representing a panel. Per the option represented
by numeral 1123, print image pixel data can be store 1 a
manner conducive for this processing, such as by storing
northwest, northeast, southwest and southeast pixel data in
the same memory row, 1n respective memory arrays (but at
the same address) or 1n another manner. There exist many
possible memory storage techniques that can be used to
speed data retrieval and processing (for example, as 1s
conventionally done for graphics and game process to speed
image rendering). The same types of memory processes can
be employed for this embodiment. As also represented by
numeral 1123, 1n one embodiment, a variable (per memory
array) column oflset can be used, e.g., such that, 1f print pixel
data 1s stored within a given row, the system can automati-
cally and speedily fetch the next set of data needed for
processing. As an example, the cached print image data can
be stored 1n DRAM (1111) 1n a striped manner (e.g., a row
in each of two memory arrays) with column oflsets used to
retrieve the pertinent print pixel information for both
memory arrows on an incrementing basis. Many alternatives
and vaniations to this processing are also possible.

Note that the configuration just described 1s not the only
one possible. For example, instead of assigning geographies
of the substrate to each core, the supervisory processor or
other master 1103 can split the transform math, assigning
different processes to respective cores (1121). In one
embodiment, one core could be assigned to perform one task
assoclated with an athine transform, while a different core
could be assigned to perform another. As indicated by
numeral 1122, nearly any allocation of responsibilities can
be aflected amongst the multiple cores, whether parallel or
sequential; as 1t 1s generally desired to detect per-substrate or
per-panel error and proceed with printing as quickly as
possible, so as to maximize manufacturing throughput, any
elliciency 1n speeding can potentially be applied to multiple
available processor or cores if it fulfils this goal.

FIG. 11B shows a flowchart 1151 associated with a
run-time process. In this example, 1t will be assumed that
multiple cores are each assigned, once error has been
measured, to apply one or more afline transforms to respec-
tive geographies of the overall print area (1.e., of the sub-
strate). As indicated by numeral 1153, template data 1s first
loaded or cached. The supervisory processor makes use of
such source data as appropnate (1155) to 1dentily pertinent
alignment marks or fiducials (1157), and it then directs the
printer camera system to the appropriate rough coordinates.
The printer camera system returns precise measurement
information, which the supervisory processor meters against
the obtained source information 1155. The supervisory pro-
cessor then performs panel and/or substrate transformation
calculation as appropnate (1159), 1n view of detected geog-
raphy, and 1t then apportions processing ranges and trans-
form parameters to each core, processor or parallel process-
ing thread as appropriate (1161 and 1163). For a repeated
substrate recipe, the supervisory processor could automati-
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cally parse subsets of the received template 1mage into
memory dedicated to specific cores, processors or threads.
Each core, processor or thread then begins transforming
(1165) 1ts assigned data, to convert or distort the template 1n
a manner to conform print particulars to detected substrate
or panel geography. As part of this process, reasonably
up-to-date print nozzle and/or droplet data 1s made available
(1167) to ensure that finished, transformed printer control
data will provide for accurate deposition, given any print-
head, droplet or nozzle particulars. Note that, in other
embodiments, this adjustment (1.e., dependent on print
nozzle particulars) can be made by a dedicated core, pro-
cessor or thread (i.e., separate from cores, processors or
threads performing print grid operations) or can be per-
formed by the supervisory processor. Once any transforma-
tion has been performed, consistent with nozzle/droplet-
specific characteristics, the transformed printer control data
can be unloaded form memory, rasterized (1169) and sent to
the printer with appropriate instructions for printing (1171).

Reflecting on the various techniques and considerations
introduced above, a manufacturing process can be per-
tformed to mass produce products quickly and at low per-unit
cost. Applied to display device manufacture, e.g., tlat panel
displays, these techmiques enable fast, per-panel printing
processes, with multiple panels optionally produced from a
common substrate. By providing for fast, repeatable printing
techniques (e.g., using common 1nks and printheads from
panel-to-panel), 1t 1s believed that printing can be substan-
tially improved, for example, reducing per-layer printing
time to a small fraction of the time that would be required
without the techniques above, all while guaranteeing per-
target region {ill volumes are within specification. Again
returning to the example of large HD television displays, it
1s believed that each color component layer can be accu-
rately and reliably printed for large substrates (e.g., genera-
tion 8.5 substrates, which are approximately 220 cmx250
cm) 1in one hundred and eighty seconds or less, or even
ninety seconds or less, representing substantial process
improvement. Improving the etliciency and quality of print-
ing paves the way for significant reductions in cost of
producing large HD television displays, and thus lower
end-consumer cost. As noted earlier, while display manu-
tacture (and OLED manufacture 1n particular) 1s one appli-
cation of the techmiques introduced herein, these techniques
can be applied to a wide variety of processes, computer,
printers, soltware, manufacturing equipment and end-de-
vices, and are not limited to display panels. In particular, it
1s anticipated that the disclosed techniques can be applied to
any process where a printer 1s used to deposit a layer of
multiple products as part of a common print operation,
including without limitation, to any microelectronics,
microoptical or “3D printing” application.

Note that the described techniques provide for a large
number of options. In one embodiment, panel (or per-
product) misalignment or distortion can be adjusted for on a
product-by-product basis within a single array or on a single
substrate. A printer scan path can be planned with ensuing
adjustment/adaptation based on one or more alignment
errors, such that a scan path traversing two panels has
different firing 1nstructions for each substrate, notwithstand-
ing common print data (e.g., rotation or adjustment of data
for one panel can vary from print job to print job). Option-
ally, this information can be adjusted from a source template
(e.g., a bitmap representing binary firing decisions), 1n real
time. In other embodiments, print area and/or scan paths can
be added or completely replanned from substrate to sub-
strate, notwithstanding common printer source data. The
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described techniques can be used to fabricate OLED panels,
for example, 2, 4, 6, or a different number of panels as part
of a single print job. Following fabrication, these panels can
be separated and applied to respective products, e.g., to
fabricate respective HDTV displays or other types of
devices. By performing fine alignment in software (e.g.,
sub-millimeter alignment), the disclosed techniques provide
for more accurate product fabrication with less emphasis on
precision mechanical positioning and accurate placement
and alignment of deposited errors, 1n a manner conforming
to underlying per-product or per-substrate misalignment or
deformities.

The foregoing description and 1n the accompanying draw-
ings, specific terminology and drawing symbols have been
set forth to provide a thorough understanding of the dis-
closed embodiments. In some instances, the terminology and
symbols may imply specific details that are not required to
practice those embodiments. The terms “exemplary” and
“embodiment™ are used to express an example, not a pret-
erence or requirement.

As 1ndicated, various modifications and changes may be
made to the embodiments presented herein without depart-
ing from the broader spirit and scope of the disclosure. For
example, features or aspects of any of the embodiments may
be applied, at least where practical, 1n combination with any
other of the embodiments or 1n place of counterpart features
or aspects thereof. Thus, for example, not all features are
shown 1n each and every drawing and, for example, a feature
or technique shown 1n accordance with the embodiment of
one drawing should be assumed to be optionally employable
as an element of, or 1n combination of, features of any other
drawing or embodiment, even 11 not specifically called out
in the specification. Accordingly, the specification and draw-
ings are to be regarded in an 1illustrative rather than a
restrictive sense.

We claim:
1. A method of fabricating a flat panel device, the method
comprising:
recetving a lirst substrate;
using a printer to print a liquid onto the first substrate, the
liquid carrying a matenial that will form a permanent
layer of the flat panel device; and
processing the liqud to form the permanent layer there-
from;
wherein
(a) the method further comprises detecting position of
a fiducial on the first substrate and detecting error
dependent on difference between the position of the
fiducial and an expected feature position,
(b) using the printer comprises receiving stored data
defining where the permanent layer for the flat panel
device 1s to be printed, rendering the stored data
according to the error, to generate adjusted data, and
printing droplets of the liquid onto the first substrate
according to the adjusted data, and
(c) rendering the stored data further comprises
assigning individual nozzles of a printhead of the
printer to deposit respective droplets of the liquad
in a specific region of the first substrate, 1n depen-
dence on the error,

in a manner where a target aggregate volume of the
liquid deposited 1n the specific region 1s restricted
to fall within a predetermined error threshold
relative to a desired amount volume of the liquid
for the specific region.
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2. The method of claim 1, wherein:

the substrate represents respective products to be fabri-
cated 1n parallel on the first substrate, the flat panel
device being one of the respective products;

using the printer to print includes using the printer to print

as part of an integral print to fabricate a permanent
layer of each of the respective products on the first
substrate; and

the method further comprises, following using the printer

to print, separating the flat panel device from the other
respective products on the first substrate.

3. The method of claim 2, wherein each of the respective
products 1s an organic light emitting diode display device,
and wherein the using the printer comprises printing the
droplets of the liquid onto the substrate using a droplet
density selected 1n dependence on desired thickness of the
permanent layer for the respective products.

4. The method of claim 2, embodied as a method of
making a display for a flat panel television.

5. The method of claim 2, wherein:

the fiducial comprises a first visible feature, the stored

data 1s first stored data, the error 1s a first error, the
adjusted data 1s first adjusted data, and the first visible
feature 1s associated with the flat panel device but 1s not
associated with at least another one of the respective
products;

the method further comprises optically detecting position

of a second visible feature on the first substrate and
detecting second error between the position of the
second visible feature and an expected feature position,
the second visible feature being associated with the
other one of the respective products but not with said
flat panel device; and

using the printer comprises receiving second stored data

that defines where the permanent layer corresponding
to the other one of the respective products 1s to be
fabricated, rendering the second stored data according
to the second error, to generate second adjusted data,
and printing onto the first substrate according to the
second adjusted data, such that liquid for the permanent
layers respective to each of the flat panel device and the
other one of the respective products 1s printed on the
first substrate 1n a manner dependent on the first error
and the second error, respectively.

6. The method of claim 5, wherein the using the printer
comprises printing according to a scan path representing
substantially continuous relative motion between the print-
head and the first substrate, the scan path to deposit droplets
of the liqud to form at least a portion of the permanent
layers respective to each of the flat panel device and the
other one of the respective products, such that printing
according to the scan path 1s performed 1n dependence on
cach of the first error and the second error, dependent on
whether the scan path 1s then-traversing a location associ-
ated with the permanent layer respective to the flat panel
device or the permanent layer respective to the other one of
the respective products.

7. The method of claim 2, wherein the using the printer
comprises printing according to a scan path representing
substantially continuous relative motion between the print-
head and the first substrate, the scan path to deposit droplets
of the liquid to form at least a portion of the layer respective
to the flat panel device and a layer respective to another one
of the respective products, such that printing according to
the scan path 1s performed for each of the layer respective to
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the flat panel device and the layer respective to the other one
of the respective products 1n at least partial dependence on
the error.

8. The method of claim 2, wherein:

the fiducial 1s a first visible feature, the stored data 1s first

stored data, the error 1s a first error, the adjusted data 1s
first adjusted data, and the first substrate comprises
visible features at respective locations on the first
substrate, the visible features including the first visible
feature;

the method further comprises optically detecting each of

the visible features, and detecting error between cor-
responding positions of the features and at least one
expected feature position; and

using the printer comprises receiving stored data that

defines where the permanent layer for each of the
respective products 1s to be printed, rendering the
stored data that defines where the permanent layer for
cach of the respective products 1s to be fabricated
according to one or more of the errors, the dependence
on the one or more of the errors for each of the
respective products being dependent on position of the
respective product on the substrate, relative to the
visible features, to generate per-product adjusted data,
and printing the liquid for each of the respective
products according to the per-product adjusted data.

9. The method of claim 8, at least partially embodied 1n
a parallel processing environment, wherein rendering com-
prises, for each of multiple processor cores, selecting a
respective subset of print area of the first substrate and
assigning the respective subset to the one of the multiple
processor cores, and generating the per-product transformed
data using the selected ones of the multiple processor cores.

10. The method of claim 9, wherein selecting 1s performed
in a manner where, for each one of the respective products,
multiple processor cores are assigned to render print data in
dependence on detected error 1n a manner 1n a manner that
1s unique to the one of the respective products.

11. The method of claim 1, wherein the stored data
comprises a first bitmap having pixels that represent print-
head nozzle firing decisions at respective positions, and
wherein:

rendering the stored data includes generating a second

bitmap also having pixels that represent

nozzle firing decisions at respective positions and, for
cach given pixel of the second bitmap,

identifying at least one pixel of the first bitmap depen-
dent on the error, and

generating a corresponding nozzle decision for the
given pixel of the second bitmap dependent on the
identified at least one pixel of the first bitmap; an
wherein using the printer further comprises printing the
liquid onto the first substrate according to the second
bitmap.

12. The method of claam 1, wherein the stored data
comprises first grayscale data having pixels, each of the
pixels represented as a multi-bit value that represents desired
volume of the liquid at a respective position relative to the
first substrate, and wherein:

rendering the stored data includes

generating second grayscale data having pixels, each of
the pixels of the second grayscale data represented as
a multi-bit value that represents desired volume of
the liquid at a respective position on the first sub-
strate,
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identifying for each of the pixels of the second gray-
scale data at least one grayscale value of the first
grayscale data, dependent on the error, and

generating the multi-bit value for each of the pixels of

the second grayscale data dependent on the 1dentified
least one grayscale value of the first grayscale data;
and

wherein using the printer further comprises printing the

liguid according to the second grayscale data.

13. The method of claim 12, wherein rendering the stored
data further comprises converting the multi-bit values of the
second grayscale data to a droplet density, the droplet
density selected to produce a volume of the liquid that
locally varies according to the grayscale values of the
second grayscale data, and wherein using the printer com-
prises printing the liquid according to the flat panel device
according to the selected droplet density.

14. The method of claim 1, wherein the stored data defines
a predetermined number of raster scans between a printhead
and the first substrate, and for each respective raster scan, a
predetermined cross-scan position of the printhead, and
wherein:

using a printer to print the liquid onto the first substrate

includes using the predetermined number of raster
scans and associated cross-scan positions, but using the
individual nozzles of the printhead selected in depen-
dence on the error.

15. The method of claim 1, wherein the error represents
at least one of skew, an angle of rotation, a distance value,
or an amount of scaling, and wherein using the printer
comprises printing the liquid onto the first substrate 1n a
manner adjusted to mitigate the at least one.

16. The method of claim 1, wherein receiving the first
substrate includes performing rough mechanical alignment
of the first substrate relative to the printer, and wherein using
the printer comprises using the error to perform 1n software
a sub-millimeter fine alignment of printer data relative to an
expected alignment of the first substrate.

17. The method of claim 1, wherein using the printer and
processing the liqud to form the permanent layer respec-
tively comprise printing the liquid and curing the liquid 1n a
common, controlled atmosphere, the printing and curing
collectively uninterrupted by exposure to an uncontrolled
atmosphere.

18. The method of claim 1, at least partially embodied 1n
a parallel processing environment, wherein rendering coms-
prises selecting a specific processor core of multiple pro-
cessor cores, assigning a transiformation function and a
subset of print area of the substrate to the specific processor
core, and using the specific processor core to generate the
adjusted data.

19. The method of claim 1, at least partially embodied 1n
a parallel processing environment, wherein rendering com-
prises selecting for each core of multiple processor cores,
and a respective subset of print area of the substrate, and
generating a print 1mage using aggregated outputs of the
multiple available processor cores, the print image having
pixels that each represent a nozzle firng decision at a
respective area of the substrate.

20. The method of claim 1, wherein:

rendering further comprises receiving empirical measure-

ment data for each given of the nozzles of the printhead
representing a parameter ol a droplet expected to be
produced from the given one of the nozzles, the param-
eter representing at least one of droplet volume, droplet
velocity, droplet trajectory or expected droplet landing
position;
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assigning individual nozzles of a printhead of the printer

to deposit respective droplets of the liquid 1n a specific

region of the first substrate, 1n dependence on the error,
1s pertormed 1n dependence on the empirical measure-
ment data; and

assigning individual nozzles of a printhead of the printer

to deposit respective droplets of the liquid 1n a specific
region of the first substrate, 1n dependence on the error,
further comprises assigning firing decisions 1n depen-
dence on the error, determining an expected volume of
the liquid to be deposited 1n view of the assigned firing
decisions, comparing the expected volume of the liquid
to be deposited with at least one threshold, and adjust-
ing the assigned nozzle firing decisions 11 the expected
volume violates the at least one threshold.

21. The method of claim 20, wherein the at least one
threshold comprises a maximum volume of the liquid to be
deposited 1n the specific region and a minimum volume of
the liguid to be deposited 1n the specific region, and wherein
adjusting comprises producing nozzle firing decisions such
that the expected volume of the liquid 1s not less than the
minimum volume and 1s not more than the maximum
volume.

22. The method of claim 20, wherein the liquid 1s to form
a light generating layer of an organic light emitting diode as
the permanent layer of the flat panel device.

23. An apparatus to fabricate a flat panel device, the
apparatus comprising:

means for receiving a first substrate;

means for printing a liquid onto the first substrate, the

liguid carrying a material that will form a permanent
layer of each one of respective products to be fabricated
in parallel on the first substrate, the flat panel device
being one of the respective products, wherein printing
1s performed as part of an integral print process for the
permanent layer of each of the respective products on
the first substrate;

means for, following printing of the liquid, processing the

liquid to form a permanent layer of each of the respec-

tive products; and

means for, following the processing, separating the flat

panel device from the other respective products on the

first substrate;
wherein
(a) the apparatus further comprises means for detecting
position of a fiducial on the first substrate and
detecting error dependent on difference between the
position of the fiducial and an expected feature
position,
(b) the means for printing comprises means for recerv-
ing stored data defining where the permanent layer
corresponding to the flat panel device 1s to be
printed, and means for rendering the stored data
according to the error, to generate adjusted data,
wherein printing onto the first substrate 1s performed
according to the adjusted data, and
(c) the means for rendering further comprises
means for assigning individual nozzles of a printhead
of the printer to deposit respective droplets of the
liguid 1n a specific region of the first substrate, 1n
dependence on the error,

in a manner where a target aggregate volume of the
liguid deposited 1n the specific region 1s kept
within a predetermined error threshold relative to
a desired amount volume of the liquid for the
specific region.
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24. An apparatus to fabricate a tlat panel device, the
apparatus comprising;

a mechanical handler to receive a first substrate; and

a printer to print a liquid comprising a material that waill
form permanent layers of respective products on the
first substrate, the flat panel device being one of the
respective products, wherein the printer 1s to print the
permanent layers of the respective products on the first

substrate as part of an integral print process; and
a cure mechanism to cure the material so as to form the
permanent layers;
wherein
the flat panel device 1s to be separated, following print
of the permanent layers, from the other respective
products on the first substrate,
the apparatus further comprises a detection device to
detect position of a fiducial on the first substrate and
to detect error dependent on diflerence between the
position of the fiducial and an expected feature
position, and at least one processor,
the at least one processor 1s to
recerve data defining where the permanent layer
corresponding to the flat panel device 1s to be
printed,
render the data according to the error, to generate
adjusted data,
cause the printer to print onto the {first substrate
according to the adjusted data; and
wherein the at least one processor 1s further to assign
individual nozzles of a printhead of the printer to
deposit respective droplets of the liquid 1 a specific
region of the first substrate, 1n dependence on the error,
in a manner where a target aggregate volume of the

5

10

15

20

25

30

06

liquid deposited 1n the specific region 1s kept within a
predetermined error threshold relative to a desired
amount volume of the liquid for the specific region, 1n
order to generate the adjusted data.
25. An apparatus comprising instructions stored on non-
transitory machine-readable media, the instructions to be
executed by at least one processor of an apparatus compris-
ing a mechanical handler to receive a first substrate, a printer
to print the liquid onto the first substrate, a cure mechanism
to cure the liquid so as to form a permanent layer of a flat
panel device, and a detection device to detect position a
fiducial on the first substrate, the instructions when executed
to cause the machine to:
detect error dependent on diflerence between the position
of the fiducial and an expected feature position;

receive data defining where the permanent layer corre-
sponding to the flat panel device 1s to be printed on the
first substrate:

render the data according to the error, to generate adjusted

data; and

cause the printer to print onto the first substrate according,

to the adjusted data;

wherein the instructions when executed are further to

cause the at least one processor to assign individual
nozzles of a printhead of the printer to deposit respec-
tive droplets of the liquid 1n a specific region of the first
substrate, 1n dependence on the error, in a manner
where a target aggregate volume of the liquid deposited
in the specific region 1s kept within a predetermined
error threshold relative to a desired amount volume of
the liquid for the specific region, 1n order to generate
the adjusted data.
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